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Like WORTHINGTON | Engineers, 


: YOU WANT A FINISH 
THAT LOOKS SHIP-SHAPE AFTER SHIPPING! 





If you're faced with undue finish touch-up 
after your product is installed, Polymerin, 
the original speed-bake finish, may help 
you cut these costs. 

Kid glove handling during shipment 
and installation isn’t in the cards for a sub- 
stantial product like Worthington Pump 
and Machinery Corporation's packaged air 
conditioner. But Worthington engineers 
make sure their finish withstands rough 


Interchem Fushi 


Polymerin, Interchem, and IC ere trade marks of Interchemical Corporation 


handling by using abuse-resistant Inter- 
chem Polymerin. 

Polymerin’s hard, tough film resists 
marring and abrasion. It cures quickly 
(ideal for infra-red baking), and is made 
in smooth or hammer texture, all colors 
in production quantities. 

For complete facts on Polymerin, write 
Interchemical Corporaticn, Finishes Di- 
vision, 57 State St., Newark 1, N. J. 
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LINK-BELT Engineered 
Put Ceili 
to Work! 
pro 
Link-Belt Overhead Trolley Conveyors turn dray 
otherwise waste space, overhead, into busy p= 
traffic ways, release valuable floor space for may 
profitable work areas and actually improve part 
. production methods by: or t 
Properly timed movement of mate- | 
rials or parts through production ma) 
processes, between departments ena: 
into and out of storage. rem 
More gentle handling of fragile ma- Feat 
terials or delicate parts, avoiding reac 
damage in handling. the 
Materials can move in different aed 
planes where trucks cannot go. pro: 
Man power is released for produc- hs 
tive work. 
tam 
LINK-BELT Overhead Conveyor Trolleys mo: 
° clea 
Have Special Features: | .,,, 
Drop-forged-steel brackets and Particularly suited for oven appli- org 
wheels with induction hardened cation. mec 
steel bearing races. Simple, rug- 
ged, smooth rolling. Remarkably trouble-free in opera- on 1 
tion. 
Quickly installed on new or exist- cus 
ing systems. Reasonably priced. titi 
iti¢ 
Folder 2241-A describes LINK-BELT COMPANY the 
the modern, advanced de- Chicago 8, Indianapolis 6, Philadelphia 40, Atlanta, SO t 
sign Link-Belt Trolley. | Dallas, Minneapolis 9 oom regret ct Susy | the 
Send for a copy. ’ “Distributors in Principal Cities. 11,196 but 
onl: 
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One Answer te Some Production 
leaning Problems | 


Mr. Arthur P. Schulze’s comprehensive treatise on the 
cleaning of zinc base die castings, Part II of which appears 
in this issue of PRODUCTS FINISHING, prompts the 
mention of some cleaning problems that occur in connec- 
tion with the cleaning of steel either for synthetic or porce- 
lain enameling. 

The conventional arrangement of a manufacturing plant usually involves 
provision for the mechanical washing of all parts which must be formed by 
drawing with pigmented drawing compounds whether they are to receive 
paint or porcelain enamel. This is not essential in the case of parts which 
may be formed with emulsifiable non-pigmented drawing compounds. Such 
parts normally go directly to the porcelain enamel cleaning and pickling setup 
or to the cleaning and phosphatizing operation and can be processed easily. 

Some difficulties, however, arise in the course of normal operation and 
may cause trouble either in the organic finishing department or porcelain 
enameling department. One possibility is that drawing compounds may 
remain on the steel parts for a period of time sufficient to result in a chemical 
reaction between the steel and the fatty acid in the drawing compound. The 
reaction product cannot be removed readily from the surface of the steel in 
the conventional porcelain enamel or organic finishing cleaning cycle. To 
prevent the formation of the reaction product, parts may be processed 
promptly or, if production scheduling makes this impossible, they may be 
washed in a mechanical washer regulated so as to leave a sufficient amount 
of soapy film on the metal to prevent rust in storage. 

Another difficulty which may arise is that the parts may become con- 
taminated with lubricant from dies and forming presses. This lubricant is 
most difficult to remove either in a porcelain enamel cleaning cycle or in a 
cleaning and phosphatizing cycle prior to organic finishing. If the con- 
tamination is identified promptly, it can be removed through the use of 
organic solvents; or, some provision can be made for washing the parts 
mechanically prior to the normal finishing cycles. 

Another source of difficulty involves the formation of a soluble gum 
on the surface of the metal parts as a result of heat liberated at the electrodes 
during resistance welding. Parts fabricated with the aid of pigmented or 
non-pigmented drawing compounds sometimes accumulate excessive quan- 
tities of such compounds on areas near subsequent resistance welds. At 
the weld itself, the heat liberated is sufficient to char the drawing compound 
so that it may be washed off in the cleaner. However, at some distance from 
the source of heat the temperature is high enough to cause gum formation 
but not high enough to char, and these spots of a gummy nature can then 


only be removed completely by scrubbing with porcelain enamel slip or 
(Over) 
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ONE ANSWER TO SOME PRODUCTION CLEANING PROBLEMS (Continued) 


some other equally harsh abrasive material. The formation of these gummy 
spots may be prevented either by very close attention to the amount of draw- 
ing compound used at the forming presses (often a difficult matter) or by 
making provision so that such parts are washed mechanically as a routine 
operation after they are formed. 

A less frequent cause of trouble but nonetheless an annoying one is the 
case in which forming press operators use a pigmented drawing compound 
by mistake on parts that should not be formed with that compound. Then, 
when such parts are routed to the porcelain enameling department, the 
compound cannot be removed satisfactorily and process difficulties imme- 
diately result. This difficulty likewise may be obviated through the use of a 
mechancal washer as a routine measure. 

In many cases the floor space available for finishing operations is so 
limited and so critical that process engineers are not always free to install 
mechanical washers so that all parts may be thus processed. Further, it is not 
to be construed that mechanical washing is the only way to solve these diffi- 
culties. However, if facilities can be expanded to include a mechanical washer, 
such equipment will usually assist in providing a smooth flow of parts 
through the finishing system and save the finishing supervisor considerable 
mental stress. 





Solin 


... for Cleaning Die Casting 
and Machined Parts 


This horizontal return type Automatic 
Washing, .Rinsing and Drying Machine 
conveys delicate parts in  individud 
holders. 

e Operated by one man. 

e No marring of parts. 

e Positive cleaning and drying of 

intricate holes and recesses. 


METALWASH is a leader in the design and 
manufacture of all types of metal clean- 
ing, drying, pickling and _ rustproofing 
equipment. 


Write today for further information. 
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Prep-n-Cote No. 71 panel, (magnified 5 times) 
after 704 hours exposure to salt spray fog. 
A.S.T.M. Spec. B-117-T-44. 
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Ordinary cleaning, (magnified 5 times) com- 
pletely failed at 72 hours under salt spray fog. 
A.S.T.M. Spec. B-117-T-44. 


NEILSON CHEMICAL COMPANY 


2682 Tecumseh Rd., 
Windsor, Ont. 
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in METAL CLEANING and 
PHOSPHATE COATING TECHNIQUE 
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6561 BENSON ST., DETROIT 7, MICH. 


A NEW Departure 


Prep-n-Cote can be used in 
mild steel spray washer 
equipment ... It is adaptable 
to any number of stages, 
from a 2-stage to a 6-stage 
metal processing system... 
A dual purpose product, 
capable of cleaning and 
phosphate - coating ferrous 
metal and aluminum alloy 
surfaces for better paint ad- 
hesion and superior corrosion 


protection. 


Write for Details 





3411 Union Pacific Ave. 
Los Angeles 23, Calif. 
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Water Wash 
Spray Gooth Operations 


Typical Methods and Equipment Employed in Complete Extraction of Off-Spray 
from the Exhaust Air Stream in Water Wash Spray Booths 


By FRED M. BURT 


To show in de- 
tail how pigment- 
laden air is ex- 
hausted from 
spray booths 
through water 

systems so that when it emerges from 
the exhaust stacks it has all of the 


foreign particles ‘‘scrubbed’ from 
the air, an installation at Weber 
Showcase & Fixture Co., Los An- 
geles, will be used as the princi- 
pal illustrative subject, along with 
supplementary explanatory drawings. 
The installation as illustrated was 
used for the continuous spraying 


Fig. 1—(Above) View looking down into spray booth exhaust stream stack 
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of zinc chromate primer and Navy 
gray synthetic enamel on life rafts 
and for other heavy production jobs. 
With some changes in arrangement, 
to fit with the present peacetime pro- 
duction flow, it operates in the same 
way with the same efficiency. 

Efficient water wash units may 
have certain differences in design, but 
they must all embody the same gen- 
eral principles to effect a complete re- 
moval of pigment and dust particles; 
namely, the introduction into the 
booth of proper volumes of filtered 
cleaned air (when indicated and pos- 
sible) and its movement, at the cor- 
rect velocity, from the working area 
where the spraying is done through 
the water wash section, with the 
washing or scrubbing action of the 
water so applied that the air moves 
on but leaves behind all particles with 
which it has been laden, 


Figs. 1 and 2 show that the Weber 
installation (designed, built, and in- 
stalled by Acme Associates, Inc., Los 
Angeles) thus removes these parti- 
cles. These pictures were taken after 
two years of continuous heavy opera- 
tion of the installation, and no clean- 
ing whatever has been done either in- 
side the stacks or above on the roof. 

Inside the 30-inch x 30-inch x 16- 
foot high stack shown in Fig. 1 the 
only deposits to mar the clean sur- 
face of the galvanized sheets are black 
tar spots from the installation of the 
flashing around the stack and the 
streaks from winter rains. The 
(Acme) blower can be seen at the 
bottom. The sprinkler head was in- 
stalled to meet some insurance speci- 
fication technicalities and is actual- 
ly of no particular need or value. If 
the exhaust air was laden at all, there 
would be deposits around the stacks 
on the roof, but none are in evidence, 


Fig. 2—External view of spray booth exhaust stream stacks, showing no paint or enameling 
deposits after two years of operation at Weber Showcase & Fixture Co., Los Angeles, Calif. 
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Fig. 4—Inside view of 
spray booth shown 
in Fig. 3 


film of special vis- 
cous oil to trap 
dust. After an ac- 
cumulation of 
dust, the filters 
are removed, im- 
mersed in thinner 
to clean them, and 
then _ resprayed 
with oil. 

In the ceiling of 
each spray booth 
are four 500-watt 
incandescent elec- 

as shown in illustration Fig. 2. tric lights behind 22 x 24 x \-inch 
Each of the three identical booths wire mesh glass windows and backed 
on the continuous overhead chain- up by vaporproof, dome type, porce- 
conveyor spray line (see Fig. 3) is 15 lain enameled reflectors. 
feet long x 8 feet 6 inches high, with The exhaust stream is drawn 
an 8 - foot working 
depth. At eachend there 
are 4 x 4-foot vestibules 
with swinging doors for 
work passing through 
and to act as escape 
doors (see Fig. 4). In 
the wall opposite the 
water wash section are 
twenty-four 20 x 20 x 
2-inch Airmaze Type 
K2 Kleenflo cleanable 
filters which are indivi- 
dually removable and 
are interlocked, wire 
mesh units carrying a 





Fig. 3—One of three identi- 

cal spray booths on a con- 

tinuous line at Weber Show- 
case & Fixture Company 
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Wash, Phosphate Coat, \iiAAdsieiiediens 
Rinse and Dry... oe 


ECONOMICALLY ! 
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WHY BE SATISFIED WITH LESS? 


Metal products of all sizes and shapes you. We — in the engineering 
are washed, phosphate coated, rinsed, and manufacture of “custom - built 
dried and all foreign matter as well as metal products cleaning machines that 
oil film removed in this A-F "custom. 40 the “tough” cleaning jobs as quickly, 
built” Metal Products Cleaning Ma- efficiently and economically as can be 


2 NR A Gat AM TE We done. Write today for the folder that 
chine, engineered and manufactured for iijustrates how other manufacturers 


a leader in the metal products industry. have solved their cleaning problems 
If you have an unusually difficult or with A-F “standard” and A-F ‘“‘custom- 
different cleaning problem we can help _ built’’ equipment. 


THE ALVEY-FERGUSON COMPANY 


Offices or Representatives in Principal Cities Coast-to-Coast 
630 Disney Street Established 1901 Cincinnati 9, Ohio 





Alvey-Ferguson 
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across the working area at 150 feet 
per minute face velocity by three 21- 
inch (Acme) blowers with a total air 
capacity of 22,800 c.f.m,. They are 
mounted on a common 1,;,-inch shaft 
and driven by one 10 h.p. constant 
speed, 1,800 r.p.m. motor, A static 
pressure of 14% inches (water column) 
is provided. The water is recirculated 
from the collecting tank through the 
spray manifolds and nozzles by a 360- 
gallon per minute pump connected to 
a 7% hp., 1,800 r.p.m. motor (see 
Fig. 5). In the make-up tank, which 
is connected to an outside water sup- 
ply and which maintains a constant 
level in the collecting tank, a float 
valve is provided which is set at a pre- 
determined level. When the water 
level drops, the float drops and opens 
the valve for admission of water to 








the proper height. The water from 
the collecting tank that enters the 
make-up box to maintain the like leve] 
comes from the bottom of the collect- 
ing tank, thus preventing any but 
clean water from entering the box ag 
might be the case if the orifice were 
located at water level. 

At a 150-foot per minute average 
face velocity, the air moves across the 
booth at a speed that changes the total] 
air volume every three seconds—the 
length of time of travel across the 
8-foot working depth. When the pig- 
ment-laden air is drawn out of ‘the 
booth and up behind the inward slop- 
ing metal shield, it meets a downward 
spray from nozzles 9 inches apart in 
the horizontal manifold (see Fig. 6). 
The nearly head-on collision between 
the vigorous water spray and the 
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17,000 Screwdrivers Finished Daily 


This is the case history of a manufac- 
turer who formerly used standard setup 
wheels for finishing the 17,000 screw- 
drivers turned out daily in his plant. 3M 
Engineering Service recommended 
switching to 3M Abrasive Belts and a 
special grinding unit. Results were im- 
mediate and convincing—a 40% to 45% 
saving on finishing costs, better finishes 
and far fewer rejections. 


3M ABRASIVE BELTS CAN REDUCE 
COSTS IN YOUR PLANT 


If you’re looking for faster cutting and 
smoother finishes—flat or contour sur- 
faces—3M Abrasive Belts are the answer! 
Lowered production time, increased out- 
put, and fewer rejections are combined 
with long, economical belt life to pro- 
duce new savings and a new quality of 
Output. 

Further information can be had from 
your local 3M Distributor. Or you may 
use the coupon below to request your 
free copy of our booklet explaining how 
3M Abrasive Belts speed up and simplify 
grinding and finishing. 


0 


3M ABRASIVE BELTS 


PRODUCT 


ANOTHER 


Made in U.S. A. by 


Minwesora Mininc a Mec. Co. 
Saint Paul 6, Minn. 
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upward - moving pig- 
ment particles effects a 
churning and battering 
of the particles, causing 
many of them to com- 
bine into larger parti- 
cles. The larger the par- 
ticles carried in the ex- 
haust air stream, the 
greater the tendency to 


WATER CASCADE 
QvVER ENTERING 


DIRECTION __OF 





precipitate into the col- 
lecting tank when they 
start the downward 
travel toward ‘it. 

As the air and par- 


Ale TRAVEL 











ticles pass over the 
water curtain shield 
and start downward, 
they are followed by 
spray jets from another set of nozzles 
in the same manifold at about 25 lb. 
pressure at the mouths. The particles 
are again hit and driven together by 
water impact at an acute angle of inci- 
dence to the general direction of air 
flow. Here the churning and battering 
is further heightened as the airand par- 
ticles run nearly head on into an up- 


Fig. 7—Section at B-B (Fig. 5) through double vertical 


eliminators 


ward spray from similar nozzles in 
another manifold. 

In the further downward travel, the 
heavier particles drop down into a col- 
lecting tank, ridding the exhaust 
stream of the greatest percentage of 
pigment particles. The rest of them 
are carried at increased velocity, 
which is accelerated the closer the air 


Fig. 6—View looking up toward nozzles that spray water at 25 lb. pressure at the nozzle mouths 
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In Finishing Production 
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Weir the horse and buggy became museum pieces and the automo- 
bile took their place, millions called it a “miracle.” But this “miracle” did 
not just “happen.” It was the result of years of delving, developing, planning. 

Today YOU can PLAN a “miracle” in your finishing production. You 
can probe and plan new and better ways to do your finishing job. 

Even if you are not immediately ready for increased finishing production 
at lower cost, you can find out—now—how the distinctly different JENSEN 
INFRA-RED FINISHING METHOD (with revolutionary “Dual Heat” 
and “Nested Lamps’) can give you surprising competitive advantages 
when you need them. 

A three-cent stamp or a phone call will do it. Tell us your problem. 
Then, ABSOLUTELY WITHOUT COST OR OBLIGATION TO YOU we will run 
laboratory tests on your own 
products, using your finishes. 
All parts will be returned for 
your inspection! Don’t delay. 
Take advantage of this oppor- 
tunity. Write or phone us — 
send us your sample parts — 
today! 


vcibddeg (10. 
America's Foremost Designers and Builders of Infra-Red 
Ovens . Conveyors . Paint Dip Tanks 












9331 FREELAND e DETROIT 28, MICHIGAN, U. S. A. 
SERVICE Atlanta, Ga. Columbus, Ohio Indianapolis Rockford, II. 
BRANCHES Chicago ) Detroit Philadelphia Toledo, Ohio 
fas Cincinnati Franklin, Mass. Pittsburgh Waterbury, Conn. 
Cleveland Grand Rapids, Mich. Peoria, III. 





... the Future Belongs To Men Who Plan For It! 
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Fig. 9—Section at A- 
(Fig. 8) through ove 
flow trough 
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the time the air 
leaves the exit 
side of the elimi- 
nator unit, the 








stream approaches the blowers, 
through double vertical eliminators 
(see Fig. 7). The distance from one side 
of the eliminator unit to the other is 
814 inches but the air travel distance 
is much greater since there are six 
turns or bends in the sinuous and tor- 
tuous progress of the air stream as it 
travels at about 600 feet per minute. 

Hitting one side of the eliminator 
unit and then bouncing in about 90 
degrees of curve to the opposite side, 
most of the particles in the moist air 
are driven by centrifugal force against 
the eliminator sides, along with the 
moisture also car- 


last of the pig- 
ment particles and virtually all of the 
moisture has been removed from the 
onrushing air, which is then drawn up 
through the blower and out the ex- 
haust stack, completely washed and 
scrubbed clean of particles and even 
rid of all excess moisture, 

An innovation which prevents foam- 
ing liquid in the collecting tank from 
bubbling over its front wall into the 
spray booth is provided by a trough 
(see Figs. 8 and 9) along the tank 
front. Four inches down from the up- 
per edge and 3 inches wide, this steel 
trough ranges from 2 to 8 inches deep 


~ sos 1 TH EB 


j 





ried. The particles 
tend to cling to 





the metal sides of ' 





the eliminator un- 
it and are washed 
downward by a 
cascade of water 
through theenter- 
ing side of the un- 





it to beprecipitat- 





ed into the col- 
lecting tank. By 

















Fig. 8—Front view of 
collecting tank, show- 
ing location of hinged 
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water curtain and 
overflow trough 
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to provide an ample slope to carry 
away, to a sewer outlet, the liquid 
which is produced by the breaking 
down of the bubbles in the foam that is 
arrested by the trough in its tendency 
to overflow the tank, This foaming 
action is heightened by the addition of 
a deflocculator to the water in the 
collecting tank. 

The deflocculator is added to the 
circulating water with an_ initial 
charge of 14 oz. per gallon, then fur- 
ther additions of 1/6 oz. per gallon 
every four hours of operating time. It 
is a dry, dustless, non-segregating 
granular chemical product composed 
of powerful ingredients, said to have 
a pleasing odor and to dissolve im- 
mediately and completely in cold 
water. An efficient deflocculator will 
have a high buffer index and high 
colloidal activity so as to work fast 
and effectively with no semi-active or 
inert ingredients, 

When the particles of paint, enamel, 








or lacquer are washed out of the air 
and precipitated into the deflocculator 
solution in the collecting tank, the ojj 
and resinous vehicles are readily wet 
out and emulsified, and the pigments 
are thoroughly dispersed. In other 
words, the flocculent masses (aggre- 
gate or compound masses of particles) 
are separated into non-flocculated 
masses or particles reduced to what is 
supposed to be a molecular state of 
subdivision. Thus, they cannot deposit 
on the metal walls, and cleanliness of 
all parts of the water wash system is 
maintained. 


(Illustrations courtesy Acme Associates, Inc., 
Los Angeles, Calif.) 





Color research men of the Pitts- 
burgh Plate Glass Company’s Paint 
Division relate that color definitely 
possesses energy to make us feel warm 
or cold, happy or depressed. 






































INSULATION 


Now available for all plating shops. BUNA- 
TOL No. 1000 Paste Insulation forms a thick 
and very tough insulation for racks of any 
size or design. Resists all plating solutions. 
No cracking or peeling. Lasts for months 
instead of weeks. If you are not equipped to 
handle your own racks our nearest licensed 
Applicator will do your work. 


Write for information. 


NELSON J. QUINN CO., 


TOLEDO 7, OHIO 


COAT RACK 
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PROBLEM 


to design and install an efficient drier 
without utilizing floor space! 






A NS W ER — 
Ferro engineers were put on the job... 
Working as one part of a team, Ferro engi- 
neers designed a 1,000,000 BTU direct gas- 


fired heater requiring only one cent or 

less for fuel* to process each unit range { 
body in ground coat... Other Ferro engi- e nl a m e 
neers installed an efficient monorail drier 


a 
(consisting of housing, fans, controls, ~ C 0 r p 0 r a t i 0 n 


expertly positioned in unused overhea 


space — leaving previously occupied floor 4150 East 56th Street 
area for other use. Cleveland 5, Ohio 
Satisfied Customer: TAPPAN STOVE COMPANY 
Mansfield, Ohio 
* 1000 BTU fuel e 1000 cubic feet 


perhour e 50c per 1000 cubic feet 
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AVING examined at _ close 
range last month the subject 
of solvent cleaning methods 
and their use as preparatory 


steps to the sur- 
face finishing of 
die castings, let us 
now turn our at- 
tention to the sec- 
ond general group 
of cleaning tech- 
niques in wide- 
spread applica- 
tion today; name- 
ly, those employ- 
ing aqueous solu- 
tions of alkaline- 
type composi- 
tions.' These par- 
ticular procedures 
may be segregat- 
ed into three prin- 
cipal classifica- 
tions according to 


the method used in applying the clean- 
ing solution to the work: (1) hot still 
tank cleaning; (2) electrocleaning; 
(3) pressure-machine washing. 


Production Practice 


By ARTHUR P. SCHULZE 





Arthur P. Schulze 
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fe clea 


A Compendium of Cleaning Cycles Proved in Present-Day 


Hot Tank Cleaning 
Alkaline still tank cleaning proba- 
bly is one of the most widely used 
methods of preparing die cast parts 


the solution, temperature and treat- 
ment time vary, depending upon the 
metal as well as the nature and 
amount of surface soil present. 


for finishing. It is, 
fundamentally, a 
simple operation 
that, with proper 
pH control, pro- 
vides great econo- 
miesand uniform- 
ity of quality.’ 
Parts to be clean- 
ed in this manner 
are immersed in 
a solution of the 
proper type for a 
required period; 
that is, until all 
alkaline - reactive 
surface contami- 
nants are thor- 
oughly removed. 
The strength of 
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These MONEL 
pickling hooks have 
handled coiled wire 
in pickling solu- 
tions—atonata 
time—for more than 
ten years, and are 
still in service. 
They are installed 
at the Birmingham 
mill of Lamson & 
Sessions. 


More than a decade ago, Lamson & 

Sessions purchased MONEL* pickling 

hooks for service in their Birmingham, 

Alabama mill. The hooks were to be used 

in pickling coiled wire—a ton at a time. 

Today, 10 years later, those same pickling 

hooks are still in service. 

This is an outstanding service record—but 

users of MONEL pickling equipment 

know that it is not an unusual one. For 

MONEL is an alloy with a combination 

of properties that make it a preferred 

metal for pickling equipment. 

* High resistance to corrosion: Hot pickling solu- 
tions have no appreciable effect on MONEL. 

% High strength. MONEL is stronger than struc- 
tural steel. You can make your equipment lighter 
without sacrificing strength, which means in- 
creased pay loads. 

% Hardness, toughness. MONEL’s resistance to abra- 
sion cuts down on wear at critical friction points. 


EMBLEM 
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THE INTERNATIONAL NICKEL COMPANY, INC. 
67 Wall Street, New York 5, N.Y. 
















% Good Workability. MONEL can be machined, 
formed, and welded, without special equip- 
ment. And what is extremely important in 
pickling applications, MONEL welds are corro- 
sion-resistant. 


% Availability. Your nearest INCO distributor 
stocks MONEL in standard mill forms such as 
sheet, bar, rod, wire, and tubing. MONEL screws, 
bolts, and rivets are also stocked in commonly- 
used sizes. If you prefer to have your pickling 
equipment made for you, many of the nation’s 
leading fabricators are experts in handling INCO 
Nickel Alloys. A letter to INCO will bring you a 
list of these established fabricators. 


If you are contemplating new pickling 
equipment or planning to rebuild old 
installations, you will want to know more 
about MONEL. Our Technical Service 
Department will gladly make recom- 
mendations based on test data and the 
experience of other concerns. Why not 
write—today—and ask for your free copy 
of Where Monel Pays Its Way in Pickling? 


OF SERVICE “Reg. U. S. Pat. Off. 
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Aluminum die castings, for example, 
are frequently immersed from 3 to 10 
minutes in a bath made up of 6 to 8 
ounces of alkaline material per gallon 
of water and operated at a tempera- 
ture of 150-200 deg. F. With magnesi- 
um castings, 5-15 minutes’ immersion 
in a solution (4-8 oz. per gal.) at from 
150-212 deg. F. has been found quite 
satisfactory. For zinc, a variety of 
methods is in general use to meet spe- 





specified proprietary material operat. 
ed at 212 deg. Fahrenheit. 
Manufacturers of industrial clean. 
ing compositions have developed a 
wide range of effective alkaline mate. 
rials for cleaning die castings by the 
hot tank immersion technique. Thege 
compounds are scientifically blended 
and balanced for certain types of 
cleaning jobs. The compositions effec. 
tively remove animal and vegetable 



















oils by saponification and mineral oils 
through emulsification; they are algo 
effective in removing dust, dirt and 
loose scale, if the solution is provided 
with adequate mechanical agitation 
or ebullition or is blown with air. They 
should be used in accordance with the 
instructions of the manufacturer, 
since he is in a position to recommend 
the one best suited for prevailing con- 
ditions and desired results.*.* Recom- 
mendations for initial concentration 


cific conditions. One, for instance, con- 
sists of immersing work from 1 to 5 
minutes in a solution made up at a 
concentration of 4-6 ounces to each 
gallon of water, and used at a temper- 
ature of 180-190 deg. F. In preparing 
zine base die castings for the Cronak 
process, phosphatizing, Iriditing or 
other similar commercially available 
surface treatments, an effective meth- 
od is to immerse the work for approxi- 
mately 2 minutes in a solution of a 


Fig. 1—Illustration pictures an installation in which a full automatic conveyor, incorporating 
cleaning, copper strike, rinsing, and drying operations, is used in conjunction wtih a semi-auto. 
matic conveyor for nickel plating. Zinc base die castings, brass, and steel parts are processed 
through the equipment. Those parts to be painted complete the full cycle on the automatic 
conveyor prior to painting. Parts to be nickel plated are removed from the full automatic 
conveyor after the copper strike operation and transferred to the semi-automatic conveyor fo 
nickel plating. 
(Photo courtesy Hanson-Van Winkle-Munning Co., Matawan, N. J.) 
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ONE COMPACT UNIT 
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NEWCOMB -DETROIT 


AIR SUPPLY 
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= 


MOISTURE 
SEPARATOR 
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A pre-assembled, factory-tested air sup- 

ply system that washes, dries and heats 

air within one compact unit... another 

Newcomb-Detroit first. These units are available 

in capacities from 5000 to 30,000 CFM and can be used individually or in 
combination wherever clean, fresh air is required in industrial processing. 
These units eliminate the costly construction and maintenance of a central 
plenum chamber. And, when necessary, they can be easily moved to a new 
location in the plant as a unit. 

Uni-Wash Air Supply units are in operation in several large plants. 
Often they are re-circulating 50% of the exhaust air from spray 
booths... saving up to one-half in winter heating costs. Write today 
for complete information on these economical units. 


NEWCOMB-DETROIT COMPANY 


Main Office and Plant 
Grand Rapids Division—Plant 5741 Russell Street Western Sales Office 
GRAND RAPIDS, MICH. DETROIT 11, MICHIGAN CHICAGO, Ill. 
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and maintenance of solution should be 
exactingly followed.‘ 

The selection of an alkaline cleaner 
is decidedly important. It must be re- 
membered that aluminum, for exam- 
ple, is highly reactive to most alkaline 
materials and thus is rapidly attacked 
by alkali unless the solution is buffer- 
ed to prevent such attack. Aluminum 
die cast parts lose tolerance or surface 
finish as a result of the etching action 
of these alkalies. Consequently, special- 
ly buffered alkaline cleaners for alum- 
inum are now available for use at pH 
values which will not adversely affect 
aluminum surfaces.?.* 

On the other hand, paradoxically, 
slight etching of the metal constitutes 
desirable aluminum-finishing surface- 
preparation practice on certain jobs.’ 
In preparing work for the application 
of clear chemical or electrolytic oxide 
films, recommended practice calls for 
a light etching of the article between 
buffing and coloring operations since 
such chemical treatment removes em- 
bedded abrasive which, if allowed to 
remain, tends to produce surface dis- 
coloration during electrolytic oxida- 
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Fig. 2—Pictured here. 
with is a return type 
washing, rinsing, and 
drying machine used 
for cleaning and dry- 
ingaluminum pistons, 
A special holding de. 
vice transports the 
pistons through the 
washing and rinsing 
chambers and the hot 
air blast drier. Load- 
ing and unloading 
can be accomplished 
at one station. 
(Photo courtesy Met. 
alwash Machinery 
Corp., Irvington 1, 
New Jersey) 


tion.® Again, 
where organic fin- 
ishes are applied, 
the work is fre- 
quently etched 
to produce a rough surface,’ thus pro- 
viding a foundation or ‘“‘tooth’’ for the 
tenacious adhesion of either primer 
coat or finish coat.*® 

Etching may be performed as a Sep- 
arate operation employing a caustic 
soda solution,’ or it can comprise an 
integral part of the alkaline cleaning 
treatment, depending on the alloy to 
be treated, its condition when ready 
for the etching bath, and the depth of 
etch required. Uniformity in obtaining 
a satisfactory etch is determined by 
the uniformity of the metal as well 
as by the suitability and uniformity of 
the alkali used as the etchant.’° There 
are alkaline-type detergents with con- 
trolled, combined cleaning-etching ac- 
tion that produce effects similar to 
caustic.*! 

Where the caustic treatment is util- 
ized, the solution is usually 10 per cent 
by weight, but it may be made strong- 
er or weaker as desired. Work is im- 
mersed for 1%4 to 1 minute in the solu 
tion, which is maintained at a temper 
ature of 150-180 deg. F. Should streak- 
ing develop upon drying, a second im- 
mersion in a 2 per cent solution of 
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Szevene ABRASIVE CEMENT—(Wheel Cement) 


A cold cement which replaces glue in a wide 
variety of operations as a means of bonding 
abrasive grain to the face of polishing 
wheels and belts. Its use in the prepara- 

tion or “setting up” of wheels and 

belts is a simple and easy 


procedure compared with 
8 the use of glue. 


Stevens Abrasive 
Cement insures “long- 
er life’’ to wheels or 
belts on most jobs. Pol- 
ishes more pieces per 
hour because it cuts faster, 
and as wheels and belts 
need less frequent 
changing, it reduces 
**shut-down"’ 
time. 


TRIPOLI COMPOSITION 


Regardless of the metal 
or cleaning methods 
you are using, Stevens 
Tripoli Composition is 
available in grades 
to meet every finish- 

ing requirement... 
from slow and 
medium hand 
buffing opera- 

tions to high pe- 

ripheral speeds 

and automatic 


machines. 


Try these Stevens Products in your own 
plant. Write our nearest office, tell us the metal 
used and type of operation. We will gladly send work- 
ing samples with instructions for use; or, have our jobs. 


Drying time is much shorter, permitting 
wheels or belts to be put back in service 
more quickly. 

In addition to these and many other 
advantages its cost is much less 
than glue. It is shipped in 1, 

5 and 10 gallon pails, 
and 50 gallon drums. S 


Write for a work- GREASELESS COMPOUND 


ing sample—try it In 
your own plant. Once Made in several types 
you try out Stevens 
Abrasive Cement, 
chances are you'll be- 
come another consistent 
user of this efficient 
and economic Ste- 
vens Product. 


and grades, Stevens 
Greaseless Compounds 
produce an excellent 
“Butler,” ‘Satin’ 
“Matte” finish. They 


can also be used 


or 


to provide a 
polishing wheel 
with a very 

flexible face 
for difficult 


representative call and discuss your problems in person. 





ee B. Spe alss NS” 


DETROIT 


166-182 Brewery St., New Haven, Conn 
93 Stone St., Buffalo, N. Y 


t., Indianapolis, Ind 


* NEW ENGLAND 
« NEW YORK and PENNSYLVANIA 
* INDIANA Hoosier Supply Co., 36 Shelby S 
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+ CANADA 
* 1262 McDougall St Windsor, Ontar 
¢ 41 Dover Court Toronto, Ontario 


MICHIGAN ATK 


.FREDERIC B. STEVENS OF CANADA, LIMITED 


PRODUCTS FINISHING 33 








caustic soda either eliminates or mini- 
mizes this condition to a considerable 
degree.® 

Immediately after etching, work 
should be rinsed in cold running wa- 
ter,° which is preferable to hot water 
since a cold rinse helps to avoid dis- 
coloration. If the time between etching 
and rinsing is kept at a minimum, 
more uniform drying of the work is 
obtained and the danger of staining is 
lessened.* Following this, parts are 
given a quick dip in a suitable acid 
bath to remove the dark smut deposit- 
ed by the caustic treatment and to 
neutralize any alkali remaining on the 
surface.® Other suitable non-acid etch- 
ants used in preparing aluminum for 
finishing are mixtures of sodium hy- 
droxide and sodium fluoride, and tri- 
sodium phosphate and sodium carbon- 
ate (used together or separately). To- 
gether they afford a mild cleaning ac- 
tion and produce a light etch. Unlike 
the caustic soda etch, the carbonate- 
phosphate etch is less rapid and the 
time or treatment is not so critical."' 
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Parts heavily soiled with grease or 


oil should, of course, be precleaned by 
suitable alkaline-presoaking, emul- 


sion-cleaning or solvent-degreasing — 


compositions’ before etching.* How- 


ever, where aluminum is not exces- 


sively covered or coated with foreign 
matter, etching and cleaning are fre- 
quently performed simultaneously in 


the same operation by the tank im-— 


mersion method with the proper alka- 
line detergent solutions. Concentra- 
tions used and length of immersion de- 
pend on the requirements of the indi- 


vidual job, but generally 2 to 8 oz./gal. | 


of material at 170-180 deg. F. are used 
to produce a uniformly etched, bright 
surface.* Too long an immersion pe- 
riod may result in smut formation, 


removal of which, in turn, will necessi- | 


tate use of a suitable acid dip.” 


Avoidance of attack on base metal © 


is especially important in cleaning 


zinc die castings. Generally, this oper- 3 
ation is quite critical, particularly from ~ 
the standpoints of time and material © 
selection.* The choice of cleaning pro- | 


cedure should be 


carefully ap-— 
proached since it | 
has now been es- — 
tablished with 7 


Fig. 3 — Illustration 7 
shows a combined ~ 


washing, rinsing, and 


drying machine used — 
for cleaning and dry- © 
ing die castings prior © 


to assembly. The 
washer is a straight- 


through type featur- | 
ing a wire mesh con- ~ 
fastened by 


veyor 
support rods to a steel 


roller chain. The so- 7 
lution tanks are heat- © 
ed with steam and the 

drying action is ac- ~ 
complished with gas © 


heat. 


(Photo courtesy The 


Alvey - Ferguson Co., 


Cincinnati 9, Ohio) | 
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certainty that the formation of blist- 
ers in copper deposits on zinc alloy die 
castings can result from excessive al- 
kaline cleaning.*® 

Cycle selection depends to a consid- 
erable extent upon the type of equip- 


ment available. A short sequence 
suitable for manual operation in still 
tanks is not ‘satisfactory in a slow- 
moving conveyor unit where the clean- 
ing time is frequently measured in a 
matter of minutes.* For cleaning zinc, 
as well as aluminum, there are avail- 
able on the market today a number of 
excellent, specially designed proprie- 
tary cleaning agents*® as well as per- 
formance-proved still-tank formulas 
that assure the successful application 
of these cleaners.*® 

Proprietary cleaners of the strongly 
alkaline types like those commonly 
used on steel are desirable for clean- 
ing magnesium die castings. The mild- 
er formulations needed for aluminum 
are satisfactory in some instances; 
however, for best results, average 
practice indicates that the pH of the 
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Fig. 4 — A monorail 
type mechanicg] 
washing machine fo; 
cleaning aluminum ‘ 
prior to painting. The ff r n I 
installation has been . 

so designed that the 
cleaning operation is 
performed while parts 
are being transported 
on the plant convey. 

or system. 
(Photo courtesy N,. 
Ransohoff, Inc., Cin. : 
cinnati 16, Ohio) 








cleaning solution 
should be above 
11. When used as 
a soak cleaner, the 
bath should be 
maintained pref- 
erably at boiling 
temperature. If 
the solution is 
operated below the boiling point, some 
form of agitation should be employ- 
ed.‘* The immersion period depends, 
of course, on the type and degree of 
the oily matter on the surface; how- 
ever, 5 to 15 minutes usually will suf- 
fice. A general rule for acceptable 
cleanliness is that the surface should 
not only be free from visible contami- 
nation, but also should be wetted with 
water. A break in the water film sig- 
nifies insufficient cleaning. The immer- 
sion period should then be increased." 


Electrocleaning 


The use of alkaline cleaners as elec- 
trocleaners has become increasingly 
common commercial practice in recent. 
years.* Electrolytic cleaning is gener- 
ally one of three types: cathodic clean- 
ing (direct current), anodic cleaning 
(reverse current), or a combination of 
both methods.'* The electrocleanin 
process affords a quick and thoroug 
method for removing oils, greases, 
burnishing compounds, buffing and 
polishing compositions, and most oth- 
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IERVING MORE 












larnish Finishing Fields 
an anyone else 
the West 






Fuller’s technical skill and long experience 





with varnishes cover practically every indus- 






try where varnishes are important to a finished 





product. For example, Fuller furnishes var- 





nishes to all the following fields :— 










AIRCRAFT e¢ BATTERIES 
CANS oe CONTAINERS e¢ FURNITURE 
INKS e LABELS 
LIGHT FIXTURES e LITHOGRAPHY 
METAL FOIL e¢ METAL SPRINGS 
ORNAMENTAL HARDWARE 
NAILS e PLYWOOD «+ STOVES 
METAL FIXTURES 
















































Whatever your clear finishing problem may 
be, Fuller’s practical knowledge probably can. 





help keep your production line moving. Your 





call will bring a Fuller Representative into 








consultation, without obligation to you. Why 






not put us to the test? 





FULLER 


INDUSTRIAL Fy LLER 
W. P. FULLER & CO. 
Fi hy RSS INDUSTRIAL —— Finishes Division 


FINISHES San Francisco 19, California 




















NIEDERST 
Back Stand Idler 


—for faster, better, 
smoother polishing 


Bacie by eighteen years of experi- 
ence in the field of abrasive belt pol- 
ishing, the Niederst Back Stand Idler 
offers you the utmost in versatility, de- 
pendability and productiveness. Use it 
with your lathe—to turn out superbly 


polished pieces faster and at less cost! 
Today—write for the facts detailing 
innovations which have earned the 


Niederst Back Stand Idler the reputa- 
tion as 


“The World's Workingest Idler’'! 
Nationally Distributed 


by 
Matchless Metal Polish Co. 


NIEDERST COMPANY 


3506 S$. MICHIGAN AVE., CHICAGO 15, ILL. 
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er deposits or soil. Where this method 
is employed, the metal castings are 
connected to electrodes and hung in 
water solutions of sodium silicates" 
or certain other specially compounded 
alkaline-base detergents? (which 
serve as the electrolyte) while an elec- 
tric current, carefully controlled as to 
voltage and amperage, is _ passed 
through the bath.** In many instances, 
the work is made the cathode, while 
in a great number of other cases the 
castings are used as anodes. Some 
platers clean cathodically fcr a pe- 
riod of time and then reverse the cur- 
rent for a short time.* Thus, it is not 
uncommon for the casting to act as 
both the anode and cathode,** in which 
event the time of cathodic cleaning is 
normally from 4 to 6 times that of an- 
odic cleaning’.® 

The cleaning cycle is extremely 
short, even heavy deposits being re- 
moved in a matter of a minute or so. 
Because of this short time, careful con- 
trol of the immersion period should be 
observed since discoloration may re- 
sult from excessive immersion. As in- 
surance against uneven cleaning and 
against discoloration, cleaning opera- 
tions should include a pre-soak. In ad- 
dition to affecting the quality of the 
article, a pre-soak can effect econo- 
mies by increasing the life of the 
cleaning material? or reducing the to- 
tal cleaning time by as much as 50 
per cent.** 

The advantage of cathodic cleaning 
lies in the fact that copious gassing is 
obtained at the cathode—about twice 


as much as that obtained at the anode. | 


A disadvantage lies in the fact that 
any metallic (and even non-metallic) 
ions present may be deposited when 
the work is the cathode. The advan- 
tage of anodic cleaning lies in the fact 
that the ions are traveling in the op- 
posite direction, thus eliminating the 
danger of deposits. However, in some 
cases, there is an acceleration of the 
attack upon the metal by the cleaner.” 
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changes need 
equipment used 


throughout — More economical to 
use than Rochelle Salts — Chem- 
ical analysis available to deter- 
mine concentration. 











Write today 
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about ROCHELTEX 
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Incorporated 
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ROCHELTEX COPPER ADDITION fag 
AGENT improves all cyanide cop- way 
per plating solutions — Increases Be 

cathode efficiency — Permits 
higher current densities to be 
used — Insures a more uniform 
i semi-bright fine grained deposit 
CONDITIONS. — Reduces carbonate buildup and 
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It is the usual practice to employ 
direct current voltages of from 3 to 9 
volts, either by the use of a motor gen- 
erator set or a rectifier, and a current 
density of 25-100 amperes per square 
foot, depending on the size and type 
of the work, the soil to be removed 
and the concentration of the bath. 
Concentrations employed in electro- 
cleaning generally range from 3 to 12 
oz. per gal., depending on the type of 
cleaner, the material to be degreased 
and the soil to be removed. Electroly- 
tic cleaning solutions should be oper- 
ated in the temperature range be- 
tween 160 and 212 deg. F. and should 
be followed by adequate rinses for the 
removal of alkali residues and soil 
which has not been loosened by the 
electrocleaning process. 

The cathodic cleaning-anodic clean- 
ing combination cycle involves a pre- 
liminary cleaning for the major por- 
tion of the soil-removing process with 
the work as the cathode, resulting in 


maximum agitation on the surface of 
the parts to be cleaned. In the fina] 
phase of the cycle, reversal of the cur- 
rent, the work becomes the anode go 
that any deposits that may have form- 
ed during the cathodic step will be re- 
moved. It is claimed, also, that the re- 
versal of current tends to still further 
loosen the soil from the surface of the 
work being cleaned and improves the 
rinsability.*° 

It is not possible nor practical to 
give definite preferred cleaning times 
and cycles that are universally appli- 
cable to all die castings, particularly 
aluminum and zinc, since these factors 
vary considerably, depending upon the 
amount of grease and the type and 
concentration of the cleaner, as well as 
on the subsequent finishing of the 
parts and their applications.*.'> There 
are, however, various formulas that 
have been found unusually successful 
in average practice on numerous 
occasions. 








FAST FINISH BAKIN 











Refinished Relay Covers and ® Vu 
other Control Parts Formerly 

Air Dried in 8 Hours—Now a 
Better Wrinkle Finish is Baked 
in ONE HOUR with the 








Qespotc/e 2. S. FINISH BAKING OVENS 


Minneapolis-Honeywell Regulator Co. uses the above 
Banmeee i S Oven for refinishing of controls sent in for 
repair. The black wrinkle enamel on the relay cover 
shown is baked to an extremely hard, durable finish in 
1 hour at 300° F. saving 7 hours of former air drying 
time! Other parts are baked 1/4 hour at 350° F. This fast 
baking of finishes speeds up the entire repair program, 
improves service to customers. 

Despatch R S Ovens are well insulated, very economical, 
100% controlled for uniform heat up to 500° F., with 
temperature variation seldom more than 3° + F, Built in 
a range of sizes for a great variety of applications. Tell 
us your needs— 


DESPATCH 


VEN 
to 











Manufacturers of ovens for: 
Paint Finishing, Dehy- 
drating, Curing, All In- 
dustrial and Laboratory 
Applications. 


Write us for 
literature 


8th St. at 7th Ave.S.E., MINNEAPOLIS 14, MINN 





ap he 
Established \_ in 1902 


327 DESPATCH BLDG. 
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Illustrating the ingenuity of KIRK & BLUM Engi- 
neers is a recent installation of grinding hoods at 
the Mechanics Tool & Forge Co., Sabina, Ohio. 
To fit space limitations and to avoid interference 
with lights, all dust collecting piping was installed 
in trenches below floor level. In doing this, Kirk 
& Blum grinding hoods were adapted to “top- 
of-wheel" grinding which offers many advantages 
in the grinding of hand tools and other parts. 
Call Kirk & Blum for dust collection systems and 
metal fabrication. The Kirk & Blum Mfg. Co., 
2816 Spring Grove Ave., Cincinnati 25, Ohio. 
FOR CLEAN AiR... THE O0WOS0BLG TOOL 


KIRK’ Blum 


DUST CONTROL SYSTEMS 
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is reasonably clean with no chunks of 
greasy tripoli on it when the work 
reaches the plating room, the follow- 
ing typical cycle has been found to 


For aluminum, compounds are avail- 
able which are specially designed for 
electrocleaning. The material is used 
in a concentration of 4-8 oz. per gal. at 





a temperature of 160-180 deg. F., with 
a direct current of 10-20 amp. per sq. 
ft. Cold rinsing, acid dipping, and final 


rinsing of the work complete the sur- 


face preparation cycle.*® 

For zinc, reverse current cleaning 
with highly buffered cleaning com- 
pounds aids in producing bright ad- 
herent deposits capable of being bak- 
ed at high temperatures without blis- 
ters or peeling when applied to buffed 


die castings under these specific oper- 


ating conditions:?’ 
Concentration, _... =... 4-8 oz./gal. 


Temperature —_-__-~~ 180-200 deg. F. - 


Cleaning Time __15 seconds to 1 min. 
Ot | a Reverse current 
(work as anode) 
















produce excellent results:*’ 


1. Clean anodically, 6 oz./gal. cleaner 
for 30 seconds. 

2. Cold water rinse. 

3. 1-3 per cent sulfuric acid dip, 10 
sec. (When longer acid dips are re- 
quired, 1-3 per cent solutions of ace- 
tic, hydrofluoric or phosphoric acids 
may be employed.) 

4. Cold water rinse. 

5. Copper plate. 

Work to be cleaned in this repre- 
sentative cycle should be precleaned 
unless it is buffed with a lime com- 
pound or very dry tripoli. The follow- 
ing precleaning methods are listed in 
the order of their efficiency:*' 


1. Spray pressure clean with proper 





— D _ --15-25 amp./sq. ft. alkaline material, 4 to 1 oz./gal, The 

hes ve eae tical ais 160-180 deg. F: en 
aioe a oe |. Spray and immersion in degreasing 

unit using filtered trichlorethylene. | You 

3. Soak in recommended emulsion 3 Filte 

AY TART rd | GH T J per cent by volume plus 5 oz./gal. from 

1 special alkali, 150-160 deg. F., 3] them 

INSURE A PERFECT cae oe be 

4. Direct current clean in recommend- spott 

Tf } IN: | ed electrocleaner, 4-6 0z./gal., 180- she 

200 deg. F., 30 sec. to 1 minute. ishe 

A particularly effective method of wie 

removing heavily impacted dried buff- ple v 

ing compound is to use a combination | filtra 

of Steps 3 and 1 above followed by the smal 

DETROIT | normal cycle of anodic cleaning as out- i 
‘ lined in the typical treatment cycle 

PPraniy Tac’ Rags first cited. - 

saaasiaai tia In general, it may be said that rela- , 
Remove all Dust, Lint and Sand Particles tively strong alkaline cleaners should 
s —_ _ Surface before Finishing. not be operated cathodically with 
aes yp Meng ol ae i, eaane. me strong evolution of gas for periods ex- 
your ee —— —— supply ceeding 15 seconds. For conveyor op- 
win itiineimiamianies eration when the work has been com- 

DETRO MFG & SALES C0 INC pletely degreased, simple immersion ENC 

: “9 . cleaning is often sufficient. In 99 out — 

*414 NORTH SAN PEDRO ST. of 100 cases it appears necessary for Filt 

LOS ANGELES 12, CALIFORNIA the plater to work out through experi- 30: 
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The last word in SIMPLICITY and ALL ’ROUND EFFICIENCY 


a] 


HERE’S WHAT IT DOES FOR YOU 


You can put an end to costly rejects and 
reworking once and for all, Sealed-Disc 
Filters remove all dirt, dust, oil and sludge 
from your plating solutions and then keeps 
them bright and clean. 
You'll no longer —— about pitting, 
spotting, poor adhesion, formation of no- 
ules, etc., you'll get more perfectly fin- 
ished work with a saving of time and labor. 
This look inside the ‘‘Sealed-Disc” Filter 
tells the story of the new filtration princi- 
ple which is responsible for the enormous, 
filtration area and great capacity in such a 
small compact unit. This is why ‘Sealed- 
Disc” Filters are capable of handling as 
large a volume of solution as conventional 
filters many times their size. 


For complete details ask for your 
copy of catalogue P-347. 


LS 
ALSO} 


ENGINEERING CORPORATION 


Filters: Filter Discs ¢ Sheets-Mixers-Agitators 
308 Keen Street o) Milldale, Conn. 
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HERE’S HOW IT WORKS 


The liquid flowing into the filter, fills the 
cylinder and passes into each of the sludge 
rings, and through the filter discs under and 
above the rings. The dirt, dust, oil and all 
impurities are positively held back by the 
specially constructed discs. 


The bright, clean, filtered liquid from each 
disc enters directly into the perforated screen 
next to it, runs dueuats the channels in the 
screen to the common ee outlet post 
in the center. Each and every disc used acts 
as an individual, separate and positive filter. 

As the liquid pressure in the filter is equal- 
ized all over, except where the discs touch the 
perforated screens, excess pressure cannot dis- 
tort the internal parts or cause the liquid to 
pass through without being filtered. The en- 
tire surface and depth of each disc is used 
effectively to collect impurities and thus pre- 
— surface sealing, and means longer disc 
ife. 
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mentation, trial and test the permis- 
sible time for his particular operation. 
In doing this, care should be taken to 
avoid developing a practice which per- 
mits serious overcleaning. This condi- 
tion is not always detectable by a 
change in surface appearance. If good 
adherence is not obtained in a reason- 
able cleaning time, the cleaner is at 
fault and extension of this time will 
not alleviate the trouble but merely 
aggravate it.* 

For magnesium die castings, elec- 
trocleaning is not critical as is so 
often the case with aluminum and zinc 
die cast work. Used as an electrolytic 
cleaner, the alkaline bath may be 
made up of trisodium phosphate (4 
oz.),sodium carbonate (4 oz.) and soap 
(0.1 oz.) to the gallon of water and 
operated at 160-180 deg. F. No agita- 
tion is required, since gas evolution 
tends to physically dislodge all oil and 
dirt. If the cleaning bath is to be used 
solely as an electrocleaner, the soap 
is sometimes omitted from the form- 
ula, since there is some evidence that 
it may collect as a gumming deposit 
on the anode.*® 
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To operate the solution, the work is 
made the cathode and a direct current 
of 10-40 amp. per square foot of cath- 
ode area is applied for 1-3 minutes, or 
longer if necessary. Shorter distances 
between electrodes and higher operat- 
ing temperatures will increase the 
cleaning efficiency of the process." 


Mechanical Washing Machines 


Mechanical washing equipment em. 
ploying emulsions, alkalies and oleum 
spirits also may be used to great ad- 
vantage for precleaning purposes 
where a large volume of work must 
be processed preparatory to finishing 
and where the design and weight of 
parts permit.? Such equipment is in 
use in automotive plants.*® 

In the washing machine method, a 
conveyor carries the work to be clean- 
ed through a series of chambers or 
tanks wherein a suitable alkaline solu- 
tion is usually sprayed or flushed over 
the surfaces of the work with consid- 
erable force by means of circulating 
pumps. This spray action produces a 
mechanical scrubbing effect that as- 
sists the chemical action of the cleaner 
in removing all 
oil, grease or dirt 
from the sur. 
face.’* Nuts, bolts 
and small pieces 
may be cleaned in 
arotary drum 
washer. In anoth- 
er type unit, a 


Fig. 5—A mechanical 
washer incorporating 
alkaline washing, 
rinsing, and drying 
operations is pictured 
herewith. Tho con- 
veyor is a horizontal 
chain type with cross 
rods containing pins 
for processing tubu- 
lar or cylindrical 





parts. 
(Photo courtesy Op- 
timus Equipment Co., 
Matawan, N. 
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TWICE THE WEAR 






AT HALF THE COST! 




















Unichrome Coating 218 
cuts expenses for one of the 
country’s largest platers! 


With their tremendous plating operation, this 
company has really been able to put Coating 
218 through its paces, under every plating 
room service. They discovered that Unichrome 
Coating 218 gives better than twice the service 
life of former coatings, costs less than half per 
rack...and reduces rack maintenance by 50%! 

It will pay you to investigate the substan- 
tial savings possible with this flexible, baking 
synthetic. It resists all plating solutions, con- 
tains 100% solids (all working material — 
nothing lost to thin air). It forms a glossy, 
heavy coating that cuts dragout, resists dam- 
age. Why not write for our bulletin RC-1 for 
more details? 


If you have no baking facilities, there are local appli- 
cators who will cover your racks with Coating 218. 

















Trade Mark Reg. U.S. Pat. Off. 





RACK COATINGS—Products of 
UNITED CHROMIUM, INCORPORATED ¢ 51 £. 42nd St., New York 17, N.Y, 


Detreit 7. Mich. * Waterbury 90,Cenn. ¢ 
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Chicage 4, ill. ¢ Dayten2,Ohie « Les Angeles 13,Cal. 
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TACK RAG 
Collects Dust and Dirt Too! 


- 


Stl settles on surfaces 

and unsatisfactory fin- 
The Dust-All 
Tack Rag collects Dust. It is 


ishes result. 


the quick economical means 


to assure good finishes. 








Get the Dust- 
All Tack Rag in 
the Red Check- 
ered Bag at 
your Dealers or 
write us. 


HARDING 
MANUFACTURING CO. 


eS 10614 Gratiot Ave., Detroit 13, Mich. a 
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large volume of cleaning solution js 
directed on the parts by means of pad- 
dle wheels or impellers.*® 

The time for the cleaning and rins- 
ing operations usually runs about 3 to 
5 minutes. The solutions used vary, de- 
pending on the individual job to be 
performed, however, generally about 
1% to 1 oz./gal. of cleaner is used.'*,1* 

Controlled by the operation of the 
machine, the cleaning cycle places rig- 
id requirements on the cleaners used. 
They must be fast in their action to 
assure efficient soil removal; they 
must be effective at low concentra- 
tions to promote free-rinsing; they 
must be non-foaming; and, equally 
important, they must incorporate the 
ability to retard formation of insoluble 
scale deposits in the sprays and drains 
of the machine to enable the unit to 
provide its full mechanical cleaning 
action. Because of the general nature 
of this discussion, little can be said re- 
garding specific materials, however, 
these essential characteristics deserve 
definite consideration in the selection 
of a cleaning compound for automatic 
washing equipment application. Spe- 
cialized alkaline-type detergents are 
available from dependable _ supply 
sources.?.® 

The design of any mechanical wash- 
er is dictated by the deposits to be re- 
moved and the cleaning procedure re- 
quired. Any plant or shop considering 
the purchase of such equipment would 
find it prudent to consult with a quali- 
fied representative of a reliable manu- 
facturer of cleaning compounds. Such 
a service engineer can provide detailed 
recommendations on the necessary 
steps to complete a satisfactory job. 
He can show the cleaning steps re- 
quired and help in determining that 
the equipment will be satisfactory.’ 


Rinsing 


Following alkaline cleaning by any 
of the methods outlined, parts should 
be rinsed. To obtain either physically 
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RANSOHOFF 


METAL CLEANING EQUIPMENT 


FOR THE SURFACE TREATMENT OF METALS 











Fo s in which small space is available and 
ONE MACHINE must serve many cleaning 
purposes. 


Here it iss AN AUTOMATIC BATCH PRO- 
CESS CLEANING MACHINE for cleaning 
surfaces after forging, stamping or forming 
... prior to painting or 
plating. 


Automatic Tumbling .. . 
Cleaning ... Rinsing... 
Pickling...Soap Roll and 
Other Operations In the 
One Barrel 


ANY SOLUTION CAN BE USED 
WITHOUT LOSS 


Controlled operation 
No transferring loss 
Low operating cost 
Low maintenance 
Complete adaptability 
No mixing 

Improved finishes 


WRITE FOR RANSOHOFF ENGINEERS TO GIVE YOU THE DETAILS 


ay. ae Oe s Ole oe en Ot Wo 


1311 TOWNSHIP AVE., CINCINNATI. OHIO 


N. 
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clean or chemically clean surfaces 
prior to subsequent finishing, the im- 
portance of adequate facilities for rins- 
ing after cleaning cannot be too great- 
ly emphasized.* The final rinse step is 
the most important of the entire 
cleaning operation; on this point man- 
ufacturers of cleaning compounds are 
in general agreement.’ 

The quality of work obtained is de- 
termined to a large degree by the rins- 
ing operation.'® What good does effi- 
cient cleaning provide if an ineffective 
rinse leaves deposits of the compound 
to recontaminate the surface or, more 
important, loosened soil that has not 
been completely removed? A complete 
rinse removes all traces of soil and of 
cleaning material. It leaves the work 


as clean and neutral as the rinse water . 


itself.2 Alternate rinsing in hot and 
cold water is a frequently followed 
practice in connection with zinc die 
castings’ and magnesium die cast- 
ings,'* while a cold, clear rinse is rec- 


ommended for aluminum die cast 
work.*.* In most cases, however, says 
another authority, a hot rinse is pref. 
erable to a cold rinse, since most de- 
posits can be rinsed more easily in hot 
water than in cold. In addition, parts 
rinsed in hot water dry quicker and 
are ready for the next production step 
in less time.? 

Particularly where heavy or recess- 
ed castings are in production, the use 
of hot rinsing water is efficient prac- 
tice. As much heat should be built up 
in such parts during the hot rinsing 
process as possible since any slight 
amounts of trapped water in the re- 
cesses will then be likely to dry out or 
evaporate completely before the work 
reaches the finishing processes. 

In those instances where water- 


staining of work is objectionable, the 


final rinse must be with clean and soft 


water. Hard water must be avoided in — 
cases where soap-containing deter- 
gents have been used, since hard water © 
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Write today 
for FREE 
BOOKLET 
ON Degreas- 
ers and appli- 
cation with 
Blacosolv. 





G. S. BLAKESLEE CO., CHICAGO 50, ILLINOIS - 
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and soap combine to form a scum on 
the work. Also, work coming from a 
hot soap solution must be immersed in 
the rinsing water without delay, be- 
fore it has an opportunity to dry at 
any point. It is relatively easy to rinse 
away a soap solution while still wet; 
it is extremely difficult to remove a 
dried soap film.?° 

However, while a hot rinse is con- 
sidered generally preferable to a cold 
rinse, it should also be realized that a 
free-flowing hot rinse is usually expen- 
sive to maintain and may be difficult 
to supply. It is important, therefore, 
where cold rinses are employed of nec- 
essity, that the rinsing operation be 
performed thoroughly and carefully, 
and that the rinse water itself be kept 
clean.® 

Thorough rinsing is particularly im- 
portant in processing zinc and magne- 
sium die castings. On zinc surfaces 
that are to be electroplated or organic- 
coated, for instance, rinsing should be 










POLISHING 
PROBLEM 


HARRISON 4A 
COMPOUNDS 
@ Cut faster 

@ Clean easily 
@ Cost less 








Our 25 
years experience, 
exclusively in buffing 
and polishing compounds, as- 
sures you of the right compound 
for the right metal. 
Send a sample— ask for rep- 
resentative to call. 





GARRISON & CO., INC. De | HAVERHILL, MASS. 








50 PRODUCTS FINISHING 


done very thoroughly. It is quite im. 
portant that the last traces of alkaline 
materials be removed if maximum aq- 
hesion is to be obtained. This is best 


accomplished by alternate rinsing of © 
the work in hot and cold water, follow- ~ 
ed by a suitable acid dip. As previous. © 
ly indicated, the use of a hot water 
rinse is strongly recommended since 


it avoids the possibility of entraining 
alkaline reaction products which are 
less soluble in cold water and affords 
greater opportunity for the release of 
any hydrogen that may be entrapped 
in the surface.’ 

Alkaline cleaning, whether electro 
or immersion, develops a thin film of 
alkaline zinc salts on the surface of 
the zinc which rinsing alone does not 
effectively remove. A major cause of 
blistering and peeling of electrodepos- 
ited coatings on zinc lies in the fail- 
ure to provide absolutely clean sur- 
faces. For this reason, a suitable acid 
dip invariably supplements cleaning 
prior to the electroplating or organic- 
finishing of zinc. If the cleaning treat- 
ment is to be followed by chemical pre- 
treatment, however, this acid dip is 
not necessary.’ 

After zinc parts have been thor- 
oughly cleaned and rinsed, they should 
be handled carefully with gloved 
hands. Perspiration contains chemical 
salts in solution that are excreted 
through the pores of the body and de- 
posited on the metal wherever touched 
by human hands, thereby supplying 
the electrolytic medium to support 
galvanic corrosion. Subsequent paint 
coatings will blister in an exact replica 
of the fingerprint that was deposited 
on the metal. The alkaline cleaning 
treatment effectively removes any fin- 
gerprints that have been deposited up 
to that time.‘ 

Where it is known that a zinc coat- 
ing has been handled with bare hands 
subsequent to cleaning and prior tc 
painting, it should be either recleaned 


in the alkaline bath or wiped witha | 
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SWEET'S FILE 
mean : 


Shown above is the 
artist's conception of 
@ recently installed, 
complete system for 
point finishing and 
hourly production of 
700 electric food 
mixers. 


Each component part has its exact relation to the 
COMPLETE FINISHING SYSTEM . . . from the metal 
cleaning to the final-coat baking . . . engineered 
and coordinated to the product requirement and 
plant layout. 


No matter how large or small your finishing prob- 
lem may be . . . our representative is ready to 
assist . . . to acquaint you with the advantages 
of Peters-Dalton equipment. 


So eee = 


a0: For more complete information see our insert 
[ye in Sweet's Mechanicol Industries file 
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clean alcohol-saturated rag. The per- 
son doing the cleaning should wear 
gloves. Alcohol, preferably with the 
addition of a little water (5 per cent), 
is a solvent for the salts deposited 
from the perspiration. Lacquer thin- 
ners, cleaning naphthas, and so on, 
should not be used for removing fin- 
germarks since they are not solvents 
for the salts.* 


In the chemical treatments applied 
to magnesium for surface protection, 
decoration, or both, final rinsing must 
be carried out very thoroughly to 
avoid contamination of the chemical 
treatment baths immediately after the 
alkaline cleaning. For instance, adher- 
ent soap carried over into an acid bath 
will form an oily layer on the surface 
of the bath. This oily film contami- 
nates the work upon immersion in or 
removal from the tank.**.** 


To maintain the rinse water in as 
contamination-free a condition as 
possible, the tank should be continu- 
ously overflowed. A suitable method 
involves the introduction of fresh wa- 
ter at one end of the tank by means 
of an inlet pipe extending well to- 
ward the bottom of the tank and the 
use of a weir or box overflow at the 
other end. With this arrangement, the 
surface is continuously skimmed and 
the entire rinse solution is kept rela- 
tively free from contamination. Rinse 
water temperatures are usually held 
between 180 and 212 deg. Fahrenheit, 
to provide for maximum rinsing action 
and efficiency. 


In rinse tanks, as in cleaner tanks, 
heating coils should be installed on the 
sides of the tank at the back, or, if 
possible, away from the overflow since 
this arrangement affords maximum 
agitation of the solution and does not 
interfere with the skimming action of 
the overflow. If steam jets are employ- 
ed, they should be directed toward the 
side of the tank opposite the over- 
flow.** Water jets, in addition to the 
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*14 Allen G. Gray, 


main water inlet, may be similarly 
employed. 

In next month’s issueof PRODUCTS 
FINISHING acid dipping techniques 
and chemical coating procedures will 
be outlined. 
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Saves Valuable Manufacturing Space! 


In order to save valuable floor space inside of 
the plant, and to obtain an efficient oven design 
unhampered by restrictions normally encountered 
in planning ovens inside of industrial plants, this 
finish baking oven, which is part of a complete 
Mahon Finishing System, was installed outside, 
adjacent to the building housing the remainder of 
the system. This is another example of Mahon 
Planning and Mahon Engineering. When you are 
considering new finishing equipment, remember that 


THE R. Cc. 


HOME OFFICE and PLANT, Detroit 11, Mich. 


MAHON 


in a Mahon system you get better planning, better 
engineering, and therefore a better finish at lower 
cost... because, twenty-seven years of experience, 
pioneering development, and ‘constant research, in 
this highly specialized field, has endowed Mahon 
engineers with a wealth of technical knowledge and 
practical know-how not available to you elsewhere. 
See Mahon Insert in Sweet’s Mechanical Industries 
File for complete information, or arrange consulta- 
tion with Mahon engineers today. 


CO MPAN Y 


WESTERN SALES DIVISION, Chicago 4, Ill. 





Engineers. and Manufacturers of Complete Finishing Systems including: Metal Cleaning Machines, Rust Proofing 
Machines, Dry-off Ovens, Hydro-Filter Spray Booths, Filtered Air Supply Units, and Drying and Baking Ovens. Also 
Paint Sludge Reclaiming Units, Hydro-Foani Dust Collectors, and many other Units of Special Production Equipment. 
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Part 24—Concluding The History of The Development of 
Barrel Finishing Materials 


By H. LEROY BEAVER 


Barrel Finishing Consultant 
Lansdale, Pennsylvania 


7 you month we discussed with 
you the original application of 
round steel balls in barrel fin- 

ishing practice, attributing 
their first use to Edmonds in England 
sometime prior to 1901 which is the 
earliest date of their aplication that 
we have been able to uncover. Next 
in line of application we find in the 
period from 1912 to 1915 inclusive a 
record of two patents that take us 
from the realm of round balls. 

Like so many others, your author 
has always liked to feel that we have 
been responsible here in this country 
for the development of just about 
everything that was new that has been 
applied to this field of metal finishing, 
but we are learning that just as much 
thought has been given abroad to the 
same problems that have beset us. 
Even the tyro in experience must rec- 
ognize that a round ball as a burnish- 
ing piece lacks much that would be de- 
sirable, and that something was re- 


quired that would reach into and bur-' 


nish grooves and angles where round 
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balls could not go. The first develop- 
ment to attain this end was in a con- 
ical form. 

We have outlined for you the con- 
ception of Edmonds in the adoption 
of the steel ball. Also in England there 
were operators who recognized the de- 
ficiencies of round balls and among 
them was one Wenger who in 1912 
was issued a British Patent bearing 
the number 29418. The preamble of 
the Wenger patent reads as follows: 

“We have realized that in the said 

process the steel balls could be re- 


placed by other polishing bodies of. 


polished steel which can easily slide 
and which will present no sharp 
edges, such for example as lens— 
shaped pieces with rounded edges, 
cones of polished steel having a 
rounded apex and base, double 
cones having rounded apices and 
periphery, and cylinders having 
rounded ends.” 
From our rather more than volumi- 
nous archives, we are reproducing for 
you an illustration made from a photo- 
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static copy of the illustrated sketch 
accompanying the Wenger claims. 

Descriptive of the patented forms it 
is stated that, 

“Figures 1 and 2 are a section and a 
plan respectively of a polishing body 
in the form of a lens with rounded 
edge. 

Figure 3 is an elevation of a polish- 
ing body in the form of a cone hav- 
ing its apex and its base rounded. 





Fig. 1—Illustration shows sketch submitted in 
support of the Wenger claims. 


Figure 4 is an elevation of a polish- 
ing body in the form of a double 
cone having its apices and its peri- 
phery rounded, and 

Figure 5 is an elevation of a polish- 
ing body in the form of a cylinder 
with rounded ends.” 
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Now it will be appreciated that none 
of these forms could have been cold 
headed as are the most of the current- 
ly produced barrel finishing materials, 





Fig. 2—Drawing indicates how material was 
wasted in the manufacture of single cones 
and double cones from rod stock. 


but were turned from rod stock, with 
an enormous waste of raw material, 
indeed enough material between each 
two pieces so formed to produce a 
third piece by present day processes. 

We have never had a copy of the 
complete Wenger Patent reciting all 
of its claims, but it is quite obvious 
that the intent of the inventor was to 
develop one or more forms of barrel 
finishing materials that would supply 
the deficiencies of the then exclusive- 
ly used round burnishing balls. It is 
interesting too in checking back to 
note that this material came into our 
possession back in 1927. 

The next succeeding form of devel- 
opment of a steel burnishing material 
other than round balls came in 1915 
with the issuance to Thomas A. De- 
Vilbiss of United States Patent 1,133, 
368 dated March 30th, 1915, but in 
the intervening period from the Wen- 





Fig. 3—Schematic drawing indicating method 
of manufacture of lens shaped forms and 
rounded end cylinders by turning from 
rod stock. 
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ger patent of 1912 to the DeVilbiss of 
1915 we have the record of still an- 
other development for which no patent 
application ever was filed. This devel- 
opment was by a single New England 
manufacturer whose name we are not 
privileged to disclose, and it is the only 





Fig. 4—Illustration shows two Pin-Ball burn- 
ishing shapes. 


case where we have ever seen this par- 
ticular form used. Designed for a very 
special purpose which it filled admir- 
ably, it was variously described as a 
“Pin-Ball,” a ‘‘Ball-Pin” and again as 
a “Rod-Ball.” In order that you might 
better note the actual appearance of 
the Pin-Ball, we are illustrating two of 
these burnishing pieces in Fig. 4. Like 
the other early developments, they 
have been turned from therod material 
and with an equal consequent waste 
of raw material between each part. 
Coming back to the DeVilbiss Pat- 
ent, the original claim was filed in 
March 1914, and it is interesting to 
note that heading the illustrated sheet 
of the Patent the parts are described 
as “Polishing Element for Rattling De- 
vices.”’ Even as late as this date, 1914, 
the relation to the barrel finishing pic- 
ture of Foundry Rattler vs. Burnish- 
ing Barrel had not been completely 
defined, and much of the barrel finish- 
ing thought as well as procedure was 
based on operating barrels for burn- 
ishing identically as the foundry rat- 
tler was operated. It can be easily seen 
that this resulted in no little confu- 
sion, to say nothing of battered and 
deformed parts. It is not too unusual 
for us to still receive inquiries as to 
whether or not a currently operated 
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foundry barrel might be by some pro- 
cess converted to present day barrel 
finishing use. The answer to this, quite 
generally, is, ‘no’; that is, as respects 
the use of polished steel burnishing 
materials operated with a burnishing 
soap solution for lubrication, but it is 
quite possible to make such adapta- 
tions so as.to use fractured minerals 
or either Danish or French Pebbles in 
the roughing out of parts such as cast- 
ings and forgings preliminary to the 
final or finishing operations on such 
parts. 

The illustrations of the conception 
of Thomas A. DeVilbiss of the various 
forms covered by his patent are in- 
teresting, and for that reason we are 
illustrating in Fig. 6 the first or en- 
gineering page of the patent. 

It has been said that DeVilbiss de- 
rived his conception of this or rather 
the various burnishing pieces covered 
by his patent basically from a string 
of elongated beads, which might well 
be true, for they would have that gen- 
eral appearance. We have no pieces in 
general use at this time that follow 
very closely the DeVilbiss conception 
unless it might be what is termed an 
“Oval-Ball” developed from this re- 





Fig. 5 — Drawiny shows material usage in 
manufacturing Pin-Balls from rod stock. 


search, but which is more largely ap- 
plied as the ball section of pocket book 
frame clasps rather than as barrel fin- 
ishing material. 

The next development of forms oth- 
er than round balls was by George E. 
Abbott of The Abbott Ball Company 
in what was termed the “Abbott 
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The ACME ORGANIZATION 
is organized to serve you... 


Whether your requirements for polishing 
and buffing machinery call for one or 
more Semi - Automatics, Straightlines, 
small Rotaries, or large Rotaries such as 
is shown in the assembly stage in the 
photo above ... ACME is organized to 
serve you well. ACME leadership has 
been earned by performance in build- 
ing better production polishing and 
buffing machines for nearly half a cen- 
tury. This wide experience plus a 
trained organization and a plant spe- 
cifically equipped for this work as- 
sures dependable machines engi- 
neered and built to handle your 

work at low production cost. 


jp, ACME Monufacturing Lo 


RuroMartc 1645 HOWARD ST. DETROIT 16, MICH. 
MACHINES CUAL OF AUTOMATIC POLISHING AND BUFFING MACHINES FOR OVER 3S YEARS 
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Cone.” This form in reality is a double 
conical form bisected by a flange at its 
equator and tapering towards both 
ends, substantially as shown in Fig. 7, 
Quite unlike the Wenger Double Cone, 
which was turned from rod material, 
the Abbott Cone is formed between 


T. A. DE VILBISS. 
POLISHING CLEWENT FOR RATTLING DEVICES, 
1,133,368. Patented Mar. 30, 1915. 
Ptg-e. 
Fig. 1 (7 QA 
; a, 
Fig. 3. BU Re 
4 le 


<> € 


Fig.s. Fig.6. 


WITNESSES: INVENTOR 


8.0. Walle Rimes b ibilhia 
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Fig. 6—Illustration shows the first page of the 
DeVilbiss patent on burnishing forms. 


dies, is far more uniform when finally 
finished and shows no tool marks. This 
cone when first produced was given 
what might well be termed a “tough” 
series of tests on a wide variety of 
parts of various materials to,as George 
E. Abbott explained to us, “iron out 
any bugs” that might be in it. On some 
of the lighter parts there was evidence 
of deformation of the parts in process 
and from this he concluded that the 
parts as formed, and when operated 
alone were “too harsh,” and for a long 
time his recommendation was to use 
equal parts of round balls and cones to 
avoid deformation. That was before 
either of us had learned that distor- 
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ADVANCE TECHNICIANS had Whe autwer 


“SRE eernene 


Michiana Products Corporation, Michi- 
gan City, Ind., fabricates metal products 
for many of the country’s leading manufac- 
turers. For one of its varied products— 
oil filters for internal combustion engines 
—Michiana needed a fast-drying lacquer 
with a high adhesive quality for covering 
lead-coated tin plate. Advance Paint Com- 
pany technicians were given the problem. 
, Advance, after thorough research, came 
up with the answer to Michiana’s prob- 
lem ...a single-coat lacquer with a high 
adhesive factor. With this lacquer, Michi- 






MANUFACTURERS OF 


ana finishes 17 oil filters in one minute and 
45 seconds. This automatic operation per- 
mits immediate packing as the dry filters 
come off the production line. 

This lacquer is but one of the many 
Advance products which Michiana has 
used for more than 15 years. It typifies the 
know-how with which the Advance Paint 
Company has served industry during the 
past half century. 

_ Advance technicians can help you solve 
your finishing problems. Write for their 
recommendations. 
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tion or deformation of parts in pro- 
cess is not caused by the shape of the 
part or the load factor, but almost in- 
variably by excessive barrel speed. To 
prove this point we experimented with 
loads of solid cones and on a wide va- 
riety of pieces. At high barrel speeds 
distortion was 
present but at 
low speeds ab- 
sent, which seem- 
ed to effectively 
prove the point. 
Many barrels are 
operating today 
on loads of cones 
only and with 
most satisfactory 
results. 

The next in line 
of introduction 
was a part, cold headed as was the Ab- 
bott Double Cone developed from our 
own research and which we termed a 
Balcone, signifying that it was a com- 
bination of Ball and Cone. This was in 
July, 1927, and prior to the time that 
we realized the importance of the reg- 
ulation of the control of the speed of 
the barrel. The reasoning was that if 
a double cone was too “harsh” and 
that a mixture of balls and cones was 
necessary, why 
not incorporate 
them into a single 
piece, making one 
end represent one- 
half of a ball and 
the otherend one- 
half of a cone, bi- 
sected by a flange 
around the equa- 
tor of the piece, 
substantially as 
shown by Fig. 8. 

Following this the next development 
was also from our own research and 
came in November 1927. Realizing 
that round balls as such offered the 
least resistance, ; inv burnishing mass, 
and that more rather than less resis- 





Fig. 7 — The Abbott 
Cone burnishing 
shape 





Fig. 8—The Balcone 
burnishing form 
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tance was required, we conceived the 
idea of producing a ball form bisected 
at its equator with a projecting flange 
to provide for greater resistance with- 
in the mass to parts seeking to pass 
through that mass, and this part we 
termed a Finbal due to its general ap. 
pearance of a ball 
with a projecting 
fin as shown in 
Fig. 9. 

The next devel- 
opment came in 
February of 1928 
with theintroduc- 
tion of a diamond- 
Shaped part 
which we termed 
a Diamonstel. 
These were and 
still are produced 
in two sizes, 4% x #; and \% x & inches, 
Originally they were developed for the 
removal of burrs from drilled holes ina 
brass ball cage for a small radial ball 
bearing. They were hardened and pol- 
ished to a high luster identically as bur- 
nishing balls are finished, but their use 
in this hardened form as ashape forthe 
removal of burrs was not too success- 
ful. Our research had not progressed 
far enough for us to learn that harden- 
ed and polished 
balls are nat suc- 
cessful for burr- 
ing, but that dead 
soft annealed 
forms are, and 
when we shifted 
from hard to soft 
materials in this 
form the results 
were immediately 
evident. This ex- 
perience as well as 
succeeding ones is the basis on which 
we have repeatedly recommended in 
this series of discussions that only soft 
annealed barrel finishing materials 
should ever be used in burring or de- 
burring procedure as it is variously 





Fig. 9 — The Finbal 
burnishing form 


Fig. 10—The Diamon- 
stel burnishing shape 
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Want to Know More About 


NICKEL SILVER? 


The answers to your questions on composition, speci- 
fications, tolerances, properties and characteristics 
are all contained in Seymour's latest, up-to-the-minute 
Nickel Silver catalog. It is an invaluable aid to the 
design engineer, production staff and purchasing 
department. This informative guide shows by chart 
and illustration the widespread applications and use- 
fulness of the most important commercial alloys. 
Write for your copy today. 


NICKEL ANODES 


Seymour Nickel Anodes, in all standard sizes, or made 
to your own design, are available in a number of spe- 
cial types. Complete descriptions of these outstanding 
anodes will be mailed immediately on request, 





To manufacturers of electrical appliances, springs, 
stampings, bearings, etc., Seymour’s Phosphor 
Bronze catalog provides long awaited data. A com- 
parison of the leading Phosphor Bronze alloys, with 
complete specifications and properties, ensures the 
proper choice of alloy for each particular application. 
For the latest word on Phosphor Bronze, simply fill 
out and mail the coupon below. Your copy will be 
sent promptly, 


BRIGHT NICKEL 


Seymour Bright Nickel, a hot organic process used 
with standard Watts bath, saves production costs by 
eliminating the need for buffing and polishing prior 
to chromium plating. Technical data and detailed 
descriptions are available for your consideration. 


THE SEYMOUR MANUFACTURING COMPANY, SEYMOUR, CONNECTICUT 
NONFERROUS ALLOYS SINCE 1868 


Gentlemen: Please send complete information on the items checked. 


[-] SEYMOUR NICKEL SILVER 
(-] SEYMOUR NICKEL ANODES 


[-] SEYMOUR PHOSPHOR BRONZE 
oO SEYMOUR BRIGHT NICKEL 


Attention of 








Company Name.......+ 
Address......... 





--PHOSPHOR BRONZE? 
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termed. The Diamonstel is illustrated 
in Fig. 10. 

While this research in its thirty-five 
years has developed many things in- 
sofar as steel burnishing materials are 
concerned, we 
have departed 
somewhat from 
the true chrono- 
logical order to 
leave the best de- 
velopment for the 
close of this dis- 
cussion. This de- 
velopment came 
in March 1927 in 
the form that we 
termed a “Diag- 
onal” due to the 
fact that the parts themselves sim- 
ply represent a round form cut di- 
agonally at an angle of 45 degrees, 
substantially as illustrated in Fig. 11. 
This Diagonal form we consider to be 
the best and most efficient piece that 
has come out of this research down 
to this date. Diagonals have proven 
their efficiency and worth in hundreds 
after hundreds of cases, and we know 
of no operator who has once used them 
who would be agreeable to returning 
to any other present form. During 
these series of discussions we have re- 
ferred to many operations, but insofar 
as our own actual operations were con- 
cerned all of our tests were made us- 
ing diagonal steels. 

With the exception of burnishing 





Fig. 11—The Diago- 
nal burnishing form 


pins which we do not usé in any form 
and which we consider as being of lit- 
tle or no consequence in the barrel fin- 
ishing picture, this provides the back- 
ground coverage of the steel barrel 
finishing materials in use and their 
origin. However, it is not to say that 
this spells the end of the development 
of formed pieces for use in barrel fin- 
ishing operations, for we have been 
commissioned by one of our foremost 
manufacturers to develop two other 
forms whichwe have long had in mind. 
The work on these is now going for- 
ward and preliminary tests show a 
very great deal of promise. 





fKiftieth Anniversary Booklet. In com- 
memoration of its 50th anniversary in 
the plating and polishing machinery 
manufacturing field, the Chas. F, 
L’Hommedieu & Sons Co., 4521 Ogden 
Ave., Chicago, Ill., has published a book- 
let portraying the advancement of the 
company from its establishment in 1898 
up to the present year. Copy is available 
to interested executives upon request. 





Plating and Processing Equipment by 
Meaker. The Meaker Co., 1629-41 S. 55th 
Ave., Chicago 50, Ill., has issued a 36- 
page two-color booklet describing the 
Meaker design of automatic, semi-auto- 
matic, and special machines for plating 
and other sequence processing. Included 
are many illustrations showing the dif- 
ferent type machines under diversified 
operating conditons. One section of the 
booklet, entitled ‘‘Practical Plating 
Pointers,’’ is devoted to plating data 
tables. 

Copy of Booklet No. 148 free. 





POLISHER ° 


metals, rubber, fibre, wood, etc. 


ROM AASAY 
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‘‘PRODUCTION’’ 


CENTERLESS 
SURFACER ° 


This machine combines a centerless feed polishing machine with a vertical 
or horizontal belt grinder, surfacer, polisher or buffer for both cylindrical 
and flat work. Can be used for anything that can be ground or polished— 


MACHINE COMPANY = GREENFIELD, MASSACHUSETTS. USA 


TYPE §$ 
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LIKE BULLET-PROOF PLATE GLASS 








M&W’s Clear Finishes Reveal and Protect the 
Natural Beauty of Metals ..-Wood... Plastics 








Show off all the inherent quality and appeal of the mate- 
rial in your product and at the same time give it real 





lasting protection with one of these M&W clear finishes. 


CLEAR SYNTHETICS that can be flasn-baked, 
slow-baked, air-dried—in fact formulated 
for practically any finishing schedule — are 
available for wood, metals or plastics. 
They enhance the natural surface beauty 
of a product .. . form a transparent, haze- 
free film that is flexible, tough, resistant 
to weather, heat, stains and abrasions. Suit- 
able for spray, dip or brush application. 


CLEAR LACQUERS of M&W are well known 
for their uniform water-whiteness and un- 
usually good adhesion even to metals ordi- 
narily considered difficult to finish. They 

vi PROTECTION 


M&WwCe. 


dry out of dust in a few minutes... harden 
throughout in one hour. With M&W clear 
lacquers, polished metals retain natural 
color and brilliance...take on lasting pro- 
tection against stains, corrosion, weather, 
cold, heat — even cigarette burns. Suitable 
for spray, dip or brush applications. 


By letting us help you choose the right 
clear finish for your product, chances are 
we can save you time, expense and experi- 
mentation. Just contact your nearest M&W 
representative or write directly to any of 
the offices listed below. 


.» chore industry goes welh frnishing ae 
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Boston 15, Mass. * Chicago 12, Ill. * Los Angeles 34, Colif. 
Pacific Coast Division: SMITH-DAVIS CO., 10751 Venice Boulevard, Los Angeles 34 


PRODUCERS OF LACQUERS, ENAMELS, SYNTHETICS AND SPECIALIZED PRODUCTION FINISHES . 
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Recent Developments in Surface Finish 
Measurement 


HERE is evidence that interest in selec- 
tion, specification and measurement of 
surface finishes is on the upgrade in the 
metal-working industry. Discussing the 

aspects of surface finishing measurements, 
from the instrumentation side, in a recent issue 
of ‘Instruments” (April 1947), J. A. Broadston 
expressed the opinion that great opportunities 
now exist for those who desire to increase the 
utilization of present-day instrumentation 
methods in controlling the surface quality of 
products whose performance depends to some 
degree upon proper surface finish. Thus, ac- 
cording to Broadston, surface quality control 
today lags far behind existing instrumentation 
primarily because many production men do not 
realize that this instrumentation is no longer a 
laboratory curiosity, but has grown up to the 
‘point where it can offer tangible help. 

It is generally recognized that the surface 
of all materials finished by grinding, milling, 
turning, planing and other methods is com- 
posed 6f countless tiny irregularities. These ir- 
regularities completely cover the surface and 
form a mat, which, to a large extent, deter- 
mines the appearance and suitability of the sur- 
face. It has been said, and for many parts it is 
true, that the quality of the surface finish may 
have a far greater influence upon the life and 
proper functioning of a part than either its 
composition, strength, or dimensions. Since 
adequate controls are set up for these latter 
properties, it seems reasonable that proper con- 
trol of surface finish would, in many instances, 
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of KALAMAZOO 


ABRASIVE BELT 


MODEL 50-C 
COMBINATION 


Place these “Time Savers” in your polishing dep’t., machine shop, tool room, pattern shop, 
assembly line, maintenance dep’t., etc. You will be amazed at their speed and efficiency 
in doing grinding, polishing, deburring and clean up jobs; better, faster and at lower 
cost. The HAMMOND 50’s are available in Bench, Floor or with Self Contained Dust 
Collector combinations. 


WRITE TODAY: FOR BULLETIN NO. 319. 


1622 DOUGLAS AVENUE © KALAMAZOO, MICHIGAN 
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reduce costs and improve quality. 
Most production men realize that it 

is seldom good economy to make a sur- 

face smoother than it really needs to 


FRIRLY SMOOT 
A FRIALY S OTM 


Fig. 1—Typical designation of surface finish 
based on descriptive terms 
(Illustration courtesy ‘‘Instruments’’) 


be, unless it can be finished at the 
same time another adjacent surface is 
finshed, or unless the only means of siz- 
ing will actually produce a smooth sur- 
face. Thus, from an economic stand- 
point rougher surfaces generally cost 
less than smooth ones; as a result, the 
important point is to determine which 
surfaces are critical and which are not. 
The adaptation of a proper drawing 
notation which will point out those 
surfaces of a part which need special 
care in finishing, and those which can 
be allowed to remain rough will, in 
many instances, reduce costs by pre- 
venting misapplication of effort. 

Illustrated in Fig. 1 is a designation 
of surface finish requirements based 
on descriptive terms, and in Fig. 2 is 
shown a surface finish designation for 
the same part, based on microinch 
values obtained with a tracer point an- 
alyzer, which is one type of instrument 
used in surface quality control. 

It has been stated that surface point 
analyzers have contributed more to 
the advancement of surface quality 
control than any other single factor. 
The Profilometer, manufactured by 
Physicists Research Company of Ann 
Arbor, Michigan, and the Brush Sur- 
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face Analyzer, manufactured by the 
Brush Development Company, Cleve- 
land, Ohio, are tracer point surface 
finish measuring instruments. The 
specific quality measured by the pro. 
filometer type instruments is rough. 
ness, which, together with waviness 
and flaws are generally supposed to 
comprise the irregularities found on a 
surface. The instrument uses an elec. 
tric “pickup” to trace the irregulari- 
ties and to convert these mechanical 
fluctuations into corresponding elec- 
trical ones. The instrument amplifier 
then magnifies these fluctuations until 
they are powerful enough to actuate a 
meter. The meter reading thus pro- 
duced presents the average surface 
roughness of the part being measured, 
The reading produced by the Profilo- 
meter can be described as the average 
departure from the “center line.” That 
is, the surface to be investigated 


should be pictured as a series of hills 
and valleys and a center line should be 
drawn halfway betweeen the peaks 
and valleys—the Profilometer reading 
represents the average distance bhe- 
tween the center line and the line de- 





Fig. 2—Surface finish designation based on 
microinch values obtained from a tracer point 
analyzer type of instrument 
(Illustration courtesy ‘Instruments’’) 


noting the surface. For example, the 
curve in Fig. 3 represents a surface 
profile, highly magnified. 

On the basis of horizontal spacing, 
surface irregularities may be grouped 
into three classes: surface flaws, 
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It’s the Bonderite spray! Metal parts traveling through it 
emerge with a close-grained coating of nonmetallic Bonderite 
crystals, ready to take and 4old the final paint finish. 

The Bonderite spray builds long life for paint. By inhibiting 
rust and corrosion and providing a secure anchor for the paint 
film, Bonderizing acts to prolong fine appearance and service 
life. Bonderizing is fast, economical, simply and positively con- 
trolled. Results are uniformly effective. 

Automobiles, home appliances, office equipment—and many 
other metal products on which a /asting quality paint finish is 
important — are Bonderized. 


Bonderized products look better longer! 


YOUR Product, too, Deserves Bonderizing! 


Guard its good looks—and your customers’ satisfaction 
—by Bonderizing before the final finish. It costs little, 
adds much. Write today for full information. 


Detroit 11, Michigan 


BONDERIZING Holds Paint to Metal... PARKERIZING Inhibits Rust... PARCO LUBRIZING Retards Wear on Friction Surfaces 











PARKER RUST PROOF COMPANY 
2172 East Milwaukee Ave. 








Fig. 3—A surface profile, eg S magnified 
On, 


g 
(Illustration courtesy Physicists Research 


waviness, and roughness. Based on 
data supplied by the Physicists Re- 
seach Company, Ann Arbor, Michigan, 
these three classes may be defined be- 
low as the B-46 Committee of the ASA 
describes them. 

Surface Flaws: irregularities of 
any sort which occur only at one place 
or at relatively infrequent and widely 
varying intervals on the surface. Ex- 
amples are scratches, ridges, holes, 
peaks, and cracks. 

Waviness: a pattern of surface devi- 
ation consisting of recurrent or ran- 
dom irregularities on a surface in the 
form of waves. On smooth machined 
surfaces, the length of such waves or- 
dinarily measures between 1/32 and,1 
inch. 

Roughness: recurrent or random ir- 
regularities on a surface more closely 
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nn Arbor, Mich.) 


spaced than waviness. Roughness may 
be, and ferquently is, superimposed on 
a wavy surface. On smooth machined 
surfaces, the distance between high 
spots of such irreguarities is ordinar-. 
ily between 0.0002 and 1/32 inch. The 
height of these irregularities is much 
less than their width—generally he. 
tween 0.000001 and 0.0005 inch. 

Microinch. Roughness of a surface is 
measured in inch units. As the irregu- 
larities to be measured are very small, 
the inch is too large for convenient use, 
For this reason the miroinch has come 
into general use, where one microinch 
equals 0.000001 inch. 

Root-Mean-Square. The readings 
produced by the profilometer type of 
instrument represent the root-mean- 
square value or average of the rough- 
ness. The root-mean-square (rms) isa 
common type of 
average in elec- 
trical measuring. 
Shown in Fig. 4 
is a portable type 
profilometer com- 
prising the basic 
unit for measur- 
ing surface rough- 
ness in micro- 
inches. 

The Brush.-Sur- 
face Analyzer is 


Fig. 4— One type of 
profilometer for meas- 
uring surface rough- 
ness 
(Photo courtesy 
Physicists Research 
Co., Ann Arbor, 
ich.) 
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another type of surface point analyz- 
er, which, according to the manufac- 
turer, the Brush Development Co., 
Cleveland, Ohio, has been used for the 
exploration and charting of surface 
finishes on metals, glass, wire, plastics, 
paper, plated and painted surfaces, and 
tool cutting edges. A commercial Brush 
Surface Analyzer is shown in Fig. 5. 
One application of the Brush Surface 
Analyzer to plated and unplated sur- 
faces was brought out as part ofa 
paper presented by R. D. Miller and A. 
H. Du Rose at the 1947 Annual Con- 
vention of the American Electroplat- 
ers’ Society at Detroit, describing 
studies on the evaluation of the buff- 
ability of nickel deposits (see also 
Proc. American Electroplaters’ So- 
ciety, 1947). Figure 6, taken from the 
above work of Miller and Du Rose 
shows a surface chart of a steel sur- 
face before and after nickel plating. It 
was reported that the surface analysis 
charts were obtained on steel panels 
which had been polished on a 180 
grease wheel and then scratched with 
a@ needle. 

The Comptor Surface Finish Com- 
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Fig. 5—The brush sur. 

face analyzer for 

measurement of sur. 
face roughness 
(Photo courtesy 

Brush Development 
Co., Cleveland, 

hio) 


parator, manuv- 
factured by the 
Comptor Com- 
pany, Waltham, 
Mass., is a reflec- 
tivity type of 
comparator for 
studying surface 
finishes. Itis 
equipped with a 
light source and a 
photoelectric cell which measures the 
light reflected from the surface to be 
compared with the sample. The meter 
reading serves as an index to the sur- 
face roughness. It is reported that this 
type of instrument is particularly ef- 
fective on fine finishes such as produc- 
ed by grinding, lapping, honing, and 
so on. Readings are instantaneous and 
the instrument can be used either for 
minute inspection of designated spots 
or for rapid and complete scanning of 
a whole surface. 

Many production men have found 
the use of sets of standard surface fin- 
ish specimens to be adequate for shop 
control of surface finishes. There are 
several types available and any of 
these which appeal to the user can be 
used in such a program. One standard 
set of surface roughness specimens, 
manufactured by the General Electric 
Company, contains plates showing 10 
degrees of roughness with a total of 25 
different finishes. The use of surface 
replica standards has the advantage 
that their lower cost permits a wider 
distribution; thus, it is easier for all 
personnel to check conformance with 
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Fig. 6—Surface analysis charts of steel surfaces before and after nickel plating 
(Illustration courtesy Proc. Am. Electroplaters’ Soc. 1947) 


surface finish requirements and spe- 
cifications. 

Because of the widespread interest 
and importance of the subject of sur- 
face finish the National Bureau of 
Standards has investigated the appli- 
cation of nearly transparent surface 
replicas for evaluation of metal sur- 
face finish. This study has resulted in 
the development of a method for eval- 
uating the finish of a surface through 
the medium of a properly prepared 
replica.of the surface (see also J. of 
Research, Nat. Bur. of Standards, Jan. 
1945, RP 1625). In the method, the 
replica is prepared by applying a suit- 
able solvent to the metal surface, after 
which a clear plastic film is pressed 
on. The solvent softens the side of the 
film adjacent to the metal surface 
being examined, and permits it to flow 
and conform under pressure to the 
minute surface irregularities. 

Examination of replicas so produced 
showed that the degree of transpar- 
ency decreased with increased rough- 
ness of the original surface, and the 
rougher the metal surface, the more 
pronounced the variations in the ge- 
ometry of the reduced patterns be- 
came. This led to the development of 
an apparatus for evaluating surface 
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roughness based on the degree of va- 
riation of the geometric characteris- 
tics in a nearly transparent surface 
replica. This method, illustrated in Fig. 
7, consists essentially in passing a nar- 
row beam of light’ transversely 
through the moving replica. 

Variations in the geometric char- 
acter of the film, which are associated 
with roughness of the reproduced 
metal surface, control the intensity of 
the light passing through the film and 
thereby reaching the photoelectric cell 
at any particular instant. Fluctuations 
of intensity of the transmitted light 
cause a pulsating voltage in the cell 
circuit which is recorded by an elec- 
tronic voltmeter. Voltage thus in- 
creases with an increase in the degree 
of surface roughness. 

Some of the salient features attrib- 
uted to the replica method are: (1) 
easy maintenance of a permanent rec- 
ord of a metal surface finish; (2) rapid 
average evaluation of a considerable 
length and width of the surface at one 
sitting; (3) simplicity of operation; 
(4) absence of the personal factor; (5) 
preservation of the surface, even for 
metals such as lead or tin-base bear- 
ing metals; and (6) availability of 
the method, since the replica may be 
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ported to the location of the anaylzer. 
In addition, it is reported in the Bureau 
of Standards work that the method is 


‘ae : 





LIGHT LIGHT 

BEAM BE AM 

POSITION POSITION 
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Fig. 7—Changes which occur in intensity of 
light transmitted through a moving replica 
(Illustration cgurtesy National Bureau of 
Standards, Washington, D. C.) 


especially sensitive to small changes 
in surface roughness for the finer 
grades of metal finish. 


* * * 


Future Trends in Alkyd Resins 
for Protective and Decorative 
Coatings 
: HE group of alkyd resins is recog- 

nized as one of the most important 


and widely used type of synthetic fin- 
ish for metal products. The resins serve 
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as major ingredients of both air-dry. 
ing and baking finishes, suitable fo 
inside and outside exposure. An 
resin is a polymeric product obtainej 
by reacting a polyhydric alcohol with 
a polybasic acid. In practical use, the 
term has been extended to inclug 
resins which are modified with mong 
basic acids or monohydric alcohg 
The most common example of the gep 
eral process is the reaction of glycerg 
with phthalic anhydride, giving ri 
to glycerol phthalate. Other polyhydri 
alcohols such as ethlyene and diethy 
lene glycols, pentaerythritol, and t 
like may be cross blended with gh 
cerol or used alone. Likewise othe 
dibasic acids, such as adipic, succin 
maleic, citric, and sebacic can replap 
phthalic anhydride as a constituent, 
The distinctive position of the alkj 
resins in the metal product coati 
field has been attributed to a numhe 
of reasons. Severe tests have prov 
that alkyd enamels exhibit good res 
ance to water, chemicals, and gasoline 
Many forms of commercially availa 
alkyd resin finishes have proved them 
selves to be outstanding in retentic 
of gloss and color after exposure, al 
their durability has been found to} 
excellent. This general type of syn 
thetic, in all its variations, has prove 
so versatile that it now appears 
architectural finishes, coatings fo 
transportation equipment, an 
enamels for general household ani 
office metal fixtures. Increase in alco 
hol, perspiration, and oil resistance it 
coatings produced from phenolic modi 
fied alkyds has prompted their use upot 
metal chairs, desks, filing cabinets 
and similar applications. Variouw 
types of alkyd combinations hav 
found innumerable uses for protecting. 
and beautifying exterior metal obf 
jects, such as trucks, pumps, signs ang 
others where their inherent beauty if 
enamels and their excellent baking 
properties, combined with flexibility, 
toughness and color retention havé 








August, 194 































Y 





f 


Here 


Aug 





aN 
Rine 


Gucidee Vewsaitlaiz wath Lecgute | 


Whether you coat metal or wood, lacquer’s versatility al- 
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created wide markets for their use. 

Some future advances that may be 
expected for alkyd resins in protective 
and decorative coatings were recently 
brought out by Zeno W. Wicks in the 
“Interchemical Review,” published by 
the research laboratories of the Inter- 
chemical Corporation. Some of the 
current trends and future expectations 
of interest to finishing engineers are 
as follows: 

(1) More Careful Formulation. It 
has frequently been the practice in the 
past to use high excess of glycerol— 
up to 30 per cent over the theoretical 
amount, especially in preparing short 
oil alkyds. This excess is being de- 
creased, principally with a view to in- 
creasing the water resistance of alkyd 
resin films. Other improvements in 
formulation, along similar lines, are 
being made continuously. 

(2) Wider Use of Highly Polyhydric 
Alcohols. Pentaerythritol is assuming 
greater importance, and it is predicted 


that this trend may be expected to 
continue. Because of the cost factor, 
frequently these higher polyhydric al- 
cohols are, and will be, used with oils 
resulting in mixed alkyd resins. New 
polyhydric alcohols are widely sought 
for by resin chemists. Such an alcohol 
should have more than four hydroxyl 
groups, preferably all primary, and 
these should constitute a high per- 
centage by weight of the entire mole- 
cule. A melting point below 250 deg. C. 
is desirable in order that the reaction 
temperature need not greatly exceed 
this point. 

(3) Polybasic Acids Other Than 
Phthalic. Investigation is being car- 
ried out in this field. Maleic and se- 
bacic acids can be expected to increase 
in application. Maleic condensates 
also are being more widely used. 

(4) Fractionated Fatty Acids. It has 
been recognized for some time that 
pure linoleic acid, or at least a highly 
concentrated linoleic acid, would be 
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desirable as a constituent of alkyd 
resins. Obviously, a fatty acid mixture 
containing an even higher percentage 
of conjugated linoleic acid than dehy- 
drated castor oil would also be desir- 
able. 

(5) Modification of Alkyd Resins 
with Difunctional Reagents Which 
Will React at Essentially Room Tem- 
perature. It was pointed out that there 
are several possible examples of this 
type of material, probably the most 


promising of which are the diisocy- ° 


anates, which were developed to a 
large extent in Germany during the 
recent war. Even if use of these mate- 
rials as the sole difunctional reactant 
does not come in the near future, it is 
quite likely that alkyd resins will be 
treated with a few per cent of diisocy- 
anate to react with excesses of hy- 
droxyl and carboxyl groups. Another 
series of compounds which may be of 
interest along this line is the diam- 
inosilanes. 
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It is also likely that in the future 
more attention will be paid to the eva]. 
uation and application of the new 
resins after they are prepared. 


* * * 


Pointers In Rinse Tank Design 


HE savings and improved efficien- 
cy which can be realized through 
proper rinse tank design are often ne- 
glected in electroplating and other 
metal finishing operations. Some valu- 
able pointers on rinse tank design have 
been discussed in a recent issue of 
The Iron Age (Apr. 15 1948) by J. 
B. Mohler in which it was brought out 
that maximum efficiency in rinse tank 
design and operation is not difficult to 
achieve so long as the principles in- 
volved are well understood. The meas- 
urement of two factors in finishing op- 
erations can serve as a basis for effi- 
cient rinse tank design and operation: 
first, the amount of contaminant re- 
tained on the work to be rinsed, and 
therefore brought into the rinse tank; 
and second, the amount of contami- 
nant that can be permitted to remain 
on the work leaving the rinse tank 
without detracting from the quality of 
the finish produced or interfering with 
subsequent processing operaticns. 
The conductivity meter was sug- 
gested as a method for measurement 
of drag-in and the measurement of to- 
tal salt in the tank at any time. The 
measuring cell for the meter, accord- 
ing to Mohler, should have two plat- 
inized electrodes that may be. dipped 
directly in the tank. Such a conductiv- 
ity meter will detect very small 
amounts of salt in the rinse so that 
drag-in from a single rack of work 
can be determined by taking conduc- 
tivity readings before and after intro- 
duction of a rack in still water, and 
then by adding the contaminant quan- 
titatively to a clean tank to obtain the 
same increase in conductivity. 
It is sometimes desirable to carry 
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Write for literature today. 
Copyright 1948 by G. C. Ziliotto 


DUST SUPPRESSION & ENGINEERING CO. 


i See ee | e MICHIGAN 





August, 1948 PRODUCTS FINISHING 









out laboratory work to determine the 
maximum allowable salt concentra- 
tion that can be permitted in the rinse 
without interfering with the quality of 
finished work by salt markings, or in- 
terfering with quality in subsequent 
processing steps. To establish the max- 
imum flow for a single rinse tank the 
maximum salt concentration is taken 
to be the concentration that will even- 
tually be reached for the steady flow, 
with salt entering on racks at regular 
intervals. This will be the equilibrium 
point where the amount of drag-in 
salt equals the amount of salt at the 
maximum concentration carried away 
by the flow in the time interval from 
one rack of work to the next. 

There are a variety of standard 
rinse tank designs in use. The most 
popular design for hand operations 
has been found to be a simple running 
rinse, where water enters the bottom 
of the tank through a pipe extending 
depth-wise of the tank. The design 
proposed by Mohler, as an improve- 
ment over the conventional overflow 
tank, has a permanent pipe entering 
the bottom to allow full utilization of 
the cross-sectional area of the tank. 
If floating material is present in the 
rinsing operations, the design above 
may be modified to allow for entry of 
a part of the water near the top of the 
tank, to provide a sweeping action at 
the surface, the remainder of the wa- 
ter going in at the bottom of the tank. 
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Fig. 8—A type of double-overtloy 

rinse tank designed to prevent back. 

up of contaminated water from Tank 

2 into Tank 1 as a result of rinsing 
heavy work 

(Illustration courtesy ‘‘The Iron 
Age’’) 


Special attention should be 
given to rinsing operations 
where heavy precipitates or 
particles of scale are encoun. 
tered. In many rinsing opera- 
tions multiple tank systems, 
composed of two or more tanks in 
series using the same water, should he 
considered. A suggested design for 
such a multiple tank system is shown 
in Fig. 8. 


* * * 


New Anodic Treatment for 
Magnesium 


A NEW anodic treatment for mag- 
nesium alloys has been described 
(see also “The Iron Age,’ Jan. 22, 
1948) which forms a white crystalline 
coating that is an electrical insulator 
and is reported to be resistant to abra- 
sion. Tests also indicate that the coat- 
ing affords considerable corrosion re- 
sistance and is a good base for paints. 
The conditions for formation of the 
coating involve the use of a hot sat- 
urated solution of sodium carbonate 
and a high voltage. It is important 
that the sodium carbonate solution be 
as nearly saturated as possible; in 
fact, it is good practice to have an ex- 
cess of the solid material present. 
Photographic grade or CP sodium car- 
bonate monohydrate is recommended, 
in the interest of keeping the sodium 
chloride content below 50 parts per 
million. 

The most satisfactory voltage for 
highly resistant coatings is in the 
range of 110 to 120 volts. However, 
higher voltages were found to produce 
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more corrosion resistant coatings, but 
if the voltage is too high, for example 
over 125 volts, sparking across the 
film and subsequent pitting may re- 
sult. The temperature of the bath 
should be maintained in the general 
range of 190 to 200 deg. F.; tempera- 
tures above 210 deg. F. may result in 
powdery coatings. The cathode to be 
used in the operation may be any 
metal not attacked by sodium carbon- 
ate; stainless steel, Monel metal, and 
copper have been used satisfactorily. 
Sometimes the parts being anodized 
may be conveniently held with a previ- 
ously anodized magnesium sheet. Good 
electrical contact can be made by 
forcing the part into a tight fitting slot 
cut into the anodized sheet. 

Of particular interest is the abra- 
sion resistance of the coating. In con- 
ducting tests, specimens were abraded 
on a Taber Abraser using No. 17 
coarse abrading wheels and a 1000 g. 
load. It was reported that minute holes 


appeared through the surface film of 
the new anodic coatings after 600 cy- 
cles of the abraser. Conventional 
chemical coatings for magnesium 
were described as being less resistant 
to abrasion than the new coating. 





Permag Specialized Cleaning Com- 
pounds for cleaning metal before plating 
are described in a six-page folder now 
being distributed by Magnuson Products 
Corp., 50 Court St., Brooklyn 2, N. Y., 
Copy free upon request. 





“Syntips”’ is the title of an eight-page 
booklet issued by the Hercules Powder 
Co., Wilmington, Del., describing in de- 
tail Cellolyn 104, a hard rosin-based 
resin synthesized specifically for use in 
nitrocellulose lacquers, and Cellolyn 102, 
a pale, hard resin of moderately high 
softening point valuable in nitrocellulose 
inks. Also included is a summary of the 
Hercules resins designed for ink, a brief 
resume of the cellolyn resin group, and 
company news. Copy free upon request. 
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¢ Thermal, electrical insulator. Machineable. 


- Hi-temperature Lucite 11% clearer than 
é Transpar ent: glass. See your bath in action. Permits 


new techniques, improves old. 


4 Rugged: High impact strength, modulous of elastic- 


* ity, shatter-proof. Singleton-Weld tensile 
strength to 10,000 p.s.i Resists live steam. 


4 Lightweight: Easy handling for variety of purposes. 
4 Low Cost: 4. supetior plating tank at a lower price. 


Reline your present tanks with Singleton 
Liners. Users say, ‘The best we've used." 


* Write for Bulletin and Price List. 


SINGLETON COMPANY 


9823 Lorain Ave. * Cleveland, 0. * WOodbine 9056 
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*"'The Siefen Sys- 
tem'' is rapidly 
becoming a fami- 
liar term for the 
fast, efficier* and 
economical wa y 
of applying buff- 
ing and polishing 
compound to re- 
volving wheels. 





"The Siefen System" for spraying compounds is— 
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FAST——better cutting and coloring 
EFFICIENT——no work stoppage — 
ECONOMICAL—save over 60% 


PROPER SPRAY EQUIPMENT 


SIEFEN has developed through experience, efficient spray 
guns ,operating valves, hose and fittings, baffles, circulat- 
ing pumps, pressure tanks or gravity cups for hand or 
automatic operation. 


BUFFING AND POLISHING SPRAY COMPOUNDS 


SIEFEN liquid compounds, either grease and abrasive or 
glue and abrasive, eliminate guess work and really reduce 
costs. 


EXPERIENCED SPRAY SERVICE 


SIEFEN specialists, all over the country are ready to give 
you the latest, most up-to-date help and recommenda- 
tions for improving speed and quality, increasing effi- 
ciency and cutting production costs. 


J.J. SIEFEN COMPANY 
5633 LAUDERDALE - * DETROIT 9, MICH. 
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PRACTICAL APPLICATIONS 
of Uederu Products 








Continuous Semi-Automatic 
Process Facilitates Insula- 
tion of Stators and 


Armatures 

FFICIENCY in impregnating sta- 

tors and armatures of integral 
horsepower motors has been. substan- 
tially stepped up by a continuous, 
semi-automatic process now in pro- 
duction-line use at the new Ashtabula 
Division plant of The Reliance Elec- 
tric & Engineering Company. The 
process provides a marked time-sav- 
ing and sets a new quality control 
standard, thus effecting a marked im- 


provement over the varnish dipping- 
and-baking practice previously used 
by Reliance. 

Featured by a _ closely-controlled 
combination of two key operational 
variables—high temperature air and 
its circulation at high velocity around 
the parts in process—this advanced 
processing technique, known as the 
“Zanderoll Process,’ provides auto- 
matic timing control of the preheat- 
ing, dipping, and baking sequence 
within predetermined limits. Use of 
the process results in complete pene- 
tration of the varnish into the slots, 
thorough impregnation of fibrous in- 
sulating materials, and uniform cov- 


Fig. 1—This continuous, semi-automatic oven combines varnish dipping and baking of 
stators and armatures at the Reliance plant in Ashtabula, Ohio. 
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Extra PROFITS FOR YOU 


are engineered into the Kreider Dryer 


Here’s the speedy, one-man operated Kreider Centrifugal Dryer, 
designed for faster output . . . lower cost operation . . . increased 
profit per unit for you. The Kreider Dryer will dry a basketful of 
small parts thoroughly in only 35 seconds, leaving a lustrous, 
evenly dried finish which has greater rust resistance. Operation and 
maintenance costs are low; requires minimum floor space. V-belt 
drive and 34, HP motor are standard; auxiliary heating unit 
available. Write for illustrated bulletin with Krei- 
der Centrifugal Dryer installations and complete 
specifications. 


DELLINGER MANUFACTURING CO. 
729 N. PRINCE STREET LANCASTER, PA. 


i, 
J 
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erage of coil heads and all metal sur- 
faces with a protective coating of 
properly baked insulating varnish. 

The entire preheating-dipping-bak- 
ing cycle is carried out in conveyoriz- 
ed equipment developed expressly for 
this particular Reliance production 
operation. The installation, illustrated 
in Fig. 1, incorporates three separate 
ovens, each of which is 15 feet 7 inches 
long. The first oven handles the pre- 
heating operation. The initial baking 
is done in the second unit, and final 
baking in the third. Each oven, of 
rectangular box-type construction, is 
served by an integral steel-slat con- 
tinuous conveyor. Doors at both ends 
of the ovens are electrically controll- 
ed; their opening and closing synchro- 
nized with the operation of the con- 
veyor, which indexes 21 inches at a 
time through each oven. 

There are three separate heating 
zones in each oven, or a total of nine 
in the installation. Each zone is heated 
by moving air at high velocity over 
electric heating elements placed in a 
chamber immediately above the outlet 
of a blower-type recirculating fan. 
The heated air then passes through a 
duct extending across the top of the 
oven and down to a plenum chamber, 
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Fig. 2—From the first 
oven (preheat), stat. 
ors and armatures 
are moved by gq hy. 
draulically - Powered, 
manually - controlled 
manipulator into the 
first varnish dip tank, 


° | 
from which it is | 
directed into the 
oven through 
three specially 
designed nozzles, 
The air is return- 
ed to the fan 
through suitable 
openings in the 
oven casing di- 
rectly opposite 
the nozzles. 

Installed between the pre-heat and 
first bake oven, and between the first 
and second bake ovens, are recircu- 
lating type varnish dip tanks, and 
accompanying hydraulically-powered, 


manually-controlled manipulators, | 


These manipulators pick up the sta- 


tors or armatures from the preceding | 


oven conveyor, move them into and, 
out of the varnish, and place them on 
the foliowing oven conveyor, as illus- 
trated in Fig. 2. 

The specialized dip tanks provide 
long sought-for advantages. Relatively 
small quantities of impregnating var- 
nish are required in the system and 
the proportion used up completely in 
each day’s operation is so large that 
no “old” varnish accumulates; the sys- 
tem uses fresh varnish constantly. 
Varnish control is simplified and those 
troubles present when large quanti- 
ties of varnish remain in dip tanks 
over relatively long periods of time 
have been eliminated. Inspection is 
also simplified with the armatures and 
stators constantly in view of the oper- 
ator during the application of the im- 
pregnating varnish and out of sight 
only for the 30 minutes or less of the 
heating and baking period. Smooth 
mechanical handling of the treated 
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Hard, sharp, tough—resistant to exces- 
sive fracture—Borolon grain holds fast 
to polishing wheel head or belt for 


IVE ¢ 


Sat XC) oxi dependable lasting cutting action. 


ak lien Borolon grain is scientifically manu- 
factured in our own electric furnace 
plant at Arvida, Canada. Specially 
treated to eliminate metallic impurities. 
Uniform and accurately sized for top 
results on all your polishing jobs. 
Samples of desired grain sizes on 


request. 





SIMONDS 7 


ABRASIVE CO. 


Priiadeipha. Pa 
Electric Furnace Plant, Simonds Canada Abrasive Co., Ltd., Arvida, P.Q. 


wnone aa con SIMONDS 
SIMON ABRASIVE CO. | 


Saws, Machine Knives, Files 


Papas PHILADELPHIA, PA. 


2 Locigor NY 4 


3s Montreal, Can 4 
Special Steels Samonds Products for Canada 


SIMONDS ABRASIVE COMPANY PHILADELPHIA 37, PA. Distributors in all Principal Cities 
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pieces prevents the abuse of the wind- 
ings through mishap or pickup by 
chains and hoists. There is no drainage 
of varnish in the ovens so that all im- 
pregnant picked up during the varnish 
application remains in and on the 
winding. Cleaning of machine sur- 
faces, where required, has been sim- 
plified by the use of a special stripper 
medium. 

Originally designed to be heated 
with an oil-fired space heater, the 
ovens have since been converted to 
electric heating. This method, which 
was decided upon, after some experi- 
menting, demonstrated that with elec- 
tric heat quality control could be main- 
tained more easily and uniform re- 
sults obtained more consistently with 
a minimum of expense and attention. 
The machine installed in the Ashta- 
bula plant of Reliance was designed 
and built by the Power Piping Divi- 
sion, Blaw-Knox Company, Pittsburgh, 
under license arrangement with the 
Sterling Varnish Company, Haysville, 
Pennsylvania, which holds patent 
rights to the Zanderoll process. 
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New California Neon Si 
Manufacturing Plant De- 
signed For Assembly- 


Line Production 

IGNALIZING a major contribution 

to the manufacture of multiple-unit 
and custom-built neon signs on q 
straight-line high-speed production 
basis, Electrical Products Corporation 
of Los Angeles, Calif., recently trans. 
ferred its operations to a new $500,000 
plant. Constructed on a 5'%-acre tract 
within a mile of the Los Angeles civic 
center, the new plant is easily acces. 
sible to main traffic arteries from all 
directions, permitting rapid transpor- 
tation for erection and maintenance 
crews. 

Designed and built by the Los An- 
geles District Office of The Austin 
Company, Engineers and _ Builders, 
from specifications of EPC engineers, 
the new factory incorporates facilities 
for large-scale operations and mechan- 
ical aids to optimum efficiency that 
mark a new step forward in the sign- 
man ut a¢ 
turing industry. 
In addition to 
functioning as 
the company’s 
manuf a ce 
turing and as- 
sembly unit for 
Southern Cali- 
fornia, New Mex- 
ico and Western 





Fig. 1 — Illustration 
shows twin spray 
booths used for fin- 
ishing multiple - unit 
and custom-built 
neon signs. A water 
wash system pro- 
vides for removal of 
fumesand solids from 
paint overspray. 
(Photo courtesy Elec- 
trical Products Corp., 
Los Angeles, Calif.) 
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Da-Lite the Dependable 
Black Finish for Steel 


WHAT DU-LITE 1S: DU-LITE is a black chemical finish for steel. 
More than a coating, Du-Lite becomes an integral part of the steel sur- 
face itself to form a chip-, peel-, crack- and blister-proof new surface. 
Du-Lite finish will not fracture unless the steel to which it has been wedded 
fractures. 


WHAT DU-LITE DOES: DU-LITE produces on all steel and steel 
alloy parts except stainless a handsome, uniform, oil-absorptive finish 
that endures and that possesses rust-resistant qualities when used as rec- 
ommended. You can achieve either a matte or a glossy finish. Micro- 


scopic spines and edges that are present even on highly polished sur- 


faces are smoothed and rounded by DU-LITE. 

Imposed at a non-critical temperature, DU-LITE causes no dimensional 
change in the parts treated and effects no change in the characteristics 
of the steel. Du-Lite Salts are non-poisonous, economical to use; the 
process is simple to operate and inexpensive to install. 

For these reasons and others you can learn by writing us, DU-LITE 
matches or excels in every respect any other process for the chemical 
blacking of steel, while it remains less costly to operate than most. 


DO IT RIGHT WITH DU-LITE 


100 River Road .. . Middletown, Conn. 





THE Da-Lite CHEMICAL CORPORATION 
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Nevada, the factory serves as the 
administrative center of Electrical 
Products Corporation’s service em- 
bracing 11 western states. 

Providing 80,000 square feet of man- 
ufacturing area, the plant features a 
straight-line overhead conveyor sys- 
tem eliminating costly back-tracking 
and side storage. Materials handling is 
thus smoothly integrated into a con- 
tinuous production sequence. Fabrica- 
tion of neon signs is completely con- 
veyorized from the receiving dock and 
stockroom, through sheetmetal opera- 
tions, spotwelding, electrical finishing, 
painting and final tube assembly, to 
crating and shipping of the finished 
product. 

With all metalworking, product- 
painting and assembly operations con- 
centrated in a single 80-foot bay 300 
feet long, a comprehensive intercon- 
necting monorail network serving 
every manufacturing area is made 
possible through the use of The Austin 





IMPROVED 
King Plating Barrels 
For Dependable . . . Economical Service 


You can eliminate high maintenance costs 
and save money with the NEW King Hard- 
wood Plating Barrel. Quick... Easy... 
Efficient to operate. Sizes for any equip- 
ment. Use them once — you'll use them 
always. 





Write today for further information. 


JOHN KING 


48 SPRINGFIELD ST. DAYTON, OHIO 
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Company’s standard H-section welded 
steel trusses, which carry suspended 
loads at any point along their length, 
Location of the glass room immediate- 
ly adjacent to assembly operations as- 
sures uninterrupted movement of 
glass tubing into the production line 
for finish installation. 

Two 10-inch monorails, 16 feet 
apart, comprise the central conveyor 
system, which runs through the main 
bay the full 300-foot length of the 
building. A crossover switch enables 
traffic to be transferred from one 
monorail to the other. A right-angle 
craneway in the painting department 
interlocks with the two main rails, 
Spanning the 80-foot width of the bay, 
it connects the spray booths and the 
baking oven, which face each other. 
This craneway and a second unit in- 
terlock with auxiliary rails in the as- 
sembiy and sheet metal departments, 
thereby allowing suspended displays 
to be sorted during assembly and on 
the shipping dock, expediting their 
movement to trucks. The rail arrange- 
ment enables one operator to roll signs 
on a trolley to any point in the shop. 
Trolleys, hand-operated, are on Tim- 
ken bearings, moving with 15 lb. pres- 
sure to the ton load. 

The monorail conveyor system 
starts at the receiving dock, where 
trucks are unloaded by power hoists 
running on two 16-foot lengths of the 
overhead rail network extending from 
the stockroom over the dock. Unload- 
ed sheet metal is rolled to stockrooms 
and stored in large lifts. 

Moving from stockroom into sheet 
metal fabrication, all sheets for paint- 
ed enamel sign faces are put through 
a Stamco crimper to break up halation 
and remove background reflections. 
Standard angle bends, face stiffeners, 
and partitions with swedged lighten- 
ing holes are prefabricated in quantity 
and racked for immediate availability. 

Floating cement piers, 3 feet deep 
and independent of the floor, support a 
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;| FELT - SUEDE LEATHER - MOHAIR 
VELOUR - VELVET - CARPET 








FUNCTIONAL USES 


Used in the auto, airplane, radio, electrical, 
phonograph, ceramics, furniture and many 
other industries for surfacing all sorts of 
materials to provide 

. TEMPERATURE INSULATION @ SOUND DEAD- 
, ENING @ INTEGRAL GASKETS @¢ SHOCK 
ABSORBING SURFACE © NON-MAR SURFACE 
e NON-GLARE SURFACE 


coePwwwvowe@ @& a 











DECORATIVE USES 


Applied in various lengths and colors to 
wood, paper, cloth, metal, etc., the following 
effects are produced— 


FURNITURE UPHOLSTERY © SUEDE LEATHER 
e INTERIOR AND DRAPERY FABRICS @¢ 
VELVET © VELOUR © MOHAIR @ CARPET 








: FELT AND SUEDE SURFACE 


suede effect at minimum cost. 


No. 2014947. 
SYNTHETIC CARPET 


material. 


65 MOSHASSUCK STREET 
LAMBERT-NEW 


POLLAK PAINT CO. ENGLAND CoO. 

715 Main St. 79 Sudbury St. 

Buffalo, N. Y. Bostori, Mass. 
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with these patented and trademarked Rayco specialties: 


*“Raymix”—a flock of rayon fibres, trademarked under U. S. No. 427949 to produce 
a suede effect of utmost realism on any surface. 
*“Kingcote’—a cotton flock trademarked under U. S. No. 423572, producing a 


MOHAIR, VELOUR AND VELVET SURFACE 
“Raycote’—a flock composed of uniformly cut rayon fibres to produce on any 
surface a pile effect such as velvet, plush, or velour. Made under U. S. Patent 


“Harecote”—a flock composed of animal fibres, produces a durable carpet or rug 


Request Free Color Card of Actual Samples 


*Registered Trademark 





e PAWTUCKET, R. I. 
J. GORDON 
H. R. MEININGER CO. SMITH CO. 
409 16th St. 3901 Main St. 
Denver, Colo. Dallas, Texas 
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300-ton Chicago brake, 30-ton Chicago 
and 45-ton Verson and other heavy 
sheet metal equipment. Cutting is per- 
formed with a 10-foot Pacific power 
shear and a 10-foot Streine power 
square shear, with smaller work han- 
dled by 5-foot Niagaras. Punch press 
operations are done on a Wiedemann 
16-station rotary indexing punch; a 4- 
head Vulcan rotary index unit with a 
capacity up to 18-gauge; a 45-ton 
Marshalltown, and «x 40-ton deep draw 
Rockford for punching hand hole and 
transformer doors, and covers. 

With custom and multiple-unit pro- 
duction work going through on prede- 
termined schedules, sign assembly pro- 
ceeds down the center of the main bay, 
layout tables on the left and letter 
forming to the right. For better fus- 
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ing, cleaner finish and faster opera- 
tion, electric stitch welding is em. 
ployed almost entirely, Taylor-Win- 
field equipment of 100 kva, 50 kva and 
71%, kva being used. Special cus- 
tomwork tables are placed at one 
side of the assembly line. With electri- 
cal wiring and transformer installa- 
tion meshing with the metal work 
along the assembly line, displays 
ready for surface coatings are then 
transferred via the cross crane to 
the paint department. Parts for por- 
celain enameling are shipped out for 
coating and re-enter the production 
line when returned. 

Still conveyor suspended, the dis- 
plays enter twin Acme spray booths, 
10 ft. x 14 ft., 25 ft. deep, each equip- 
ped with a waterwash system for re- 
moving all paint body from 
spray fumes, the ventilation 
operating at 150 ft. per min- 
ute air speed. Figure 1 shows 
signs being painted. Special 
overhead housings accomo- 
date the monorails, allowing 
a lowered ceiling for the 
glass-fronted lighting units, 
each booth having 8 standard 
4-tube Epco fixtures. 

From the spray booths, dis- 
plays are conveyed directly 
into a7 ft.x 19 ft., 24 ft. deep 
oven for baking enamel and 
force drying in speeding up 
multiple-coat painting. Two 
monorails extending into the 
oven increase baking capac- 
ity. Oven is a gas-fired air 
circulation type, equipped 


Fig. 2—Illustration shows a huge 
sign being loaded into a gas-fired 
air-circulation type oven 7 feet wide 
x 19 feet high x 24 feet deep for 
baking and force drying. 
(Photo courtesy Electrical Products 
Corp., Los Angeles, Calif.) 
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are “belting” the dust problem on this 
14-foot abrasive belt machine 


Here is a TORIT FB Type Dust Collector and all necessary piping set into 
available space back of a polishing lathe and backstand idlers. The 
abrasive belt is completely shielded by the Torit-designed hood, yet is 
accessible for changes and adjustments. Compact, efficient set ups like this 
pay dividends in low operating costs and good 
working conditions. 


2 Se ae eee ee ee oe 


Self-contained TORIT Dust Collectors are easy 
to fit into your production set up. They range 
in size from 3 to 5 HP, and models for all 
standard dust collecting jobs are available for 
immediate delivery. For details and the latest 
TORIT catalog, write: 


TORIT MANUFACTURING CO. 


314 Walnut Street St. Paul 2, Minn. 
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with two top blowers. Figure 2 is a 
view of the loading end of the oven. 

Reconveyed to the main assembly 
line, displays then move into the final 
assembly area, where tubing is install- 
ed, final electrical work completed, 
tube testing done, and final inspection 
made. A view of the assembly area is 
provided in Fig. 3. 





Cambridge Conveyor Belts for the con- 
veying and treatment of industrial prod- 
ucts are covered in a 132-page wire-bound 
catalog published by The Cambridge 
Wire Cloth Co., Cambridge, Md. Well-il- 
lustrated throughout, the catalog is di- 
vided into eight sections having the fol- 
lowing headings: Cambridge Belt Appli- 
cations; Cambridge Belt Constructions; 
Choice of Material (Metals and Alloys); 
Cambridge Belt Specifications; Cam- 
bridge High Temperature Belts (Lehr 
and Industrial Furnace Belts) ; Conveyor 
Design; Installation and Operation; and 
Tables, Questionnaires, Etc. 

Copy of the catalog is available to shop 
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Fig. 3—A view of the 
assembly area of the 
Electrical Products 
Corporation plant 
showing completed 
signs ready for 
shipment 

(Photo courtesy Elec. 
trical Products Corp., 
Los Angeles, Calif.) 


officials addressing 
requests on their 
company letter- 
heads. 


Houghto - Clean 
220 Product Data 
Sheet. Complete da- 
ta concerning the 
emulsion cleaner 
Houghto-Clean 220 
is listed in a prod- 
uct data sheet cur- 
rently available 
from E. F. Hough- 
ton & Co., 303 
W. Lehigh St., Philadelphia 33, Pa. Prop- 
erties of the emulsion cleaner, among 
them the formation of a stable non-foam- 
ing water emulsion and affinity for 
water, are outlined in the data sheet, 
together with suggested applications of 
the product. Copy free upon request. 





“‘Enthonite 101’’ Liquid Plastic Plating 
Rack Coating for tanks, workholders and 
acid dipping baskets is described and il- 
lustrated in a four-page folder an- 
nounced by Enthone, Inc., Dept. PF, 
New Haven, Conn. Copy free. 





Binks Rotojet Spray Nozzles are de- 
scribed in Bulletin 14 issued by the Binks 
Manufacturing Co., 3118-3140 Carroll 
Ave., Chicago 12, Ill. The attractively il- 
lustrated three-color four-page bulletin 
describes the action of Rotojet Nozzles 
and their application to metal cleaning 
and treatment equipment. Diagrams, 
tables, and mechanical data of reference 
value to manufacturers, designers, and 
users of metal treating and cleaning 
equipment are included. Copy free. 
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“Chiorimet” Nickel-Molybdenum and 
Nickel-Molybdenum-Chromium Alloys 
for corrosive services are covered in an 
eight-page two-color bulletin issued by 
The Duriron Co., Inc., Dayton 1, Ohio. 
Particular attention is given to the use 
of these alloys for sulfuric acid, hydro- 
chloric acid, and salt solutions and as to 
how they supplement other alloys for 
these corrosives. Many charts are includ- 
ed on corrosion resistance tests. Copy of 
Bulletin 114 free upon request. 





Current Developments and Improve- 
ments is the subject of a 12-page booklet 
issued by Knapp Mills, Incorporated, 
Lead Lined Products Division, 121 Broad 
St., New York 4, N. Y. Taken from ‘‘His- 
tory and Origins of Metallic Lead Prod- 
ucts’? written by Alfred P. Knapp, presi- 
dent, the booklet comprises the following 
topics: Sheet Lead Linings and Hom- 
ogeneous Lead Linings; Lead Pipe Proc- 
ess Lines and Lead-Lined Steel Pipe 
Process Lines; Heating and Cooling 
Coils Fabricated from Lead Pipe and 
from Lead Covered Copper Tubing; Pre- 
fabrications, Special Extrusions, Ma- 
chined and Cast Lead Products; Lead 


and Lead-Lined Valves; and Leaded 
Greases for Open Gears and Bearings. 
Copy free upon request. 





Oakite Odor Control Booklet. The bene- 
fits to be gained with the use of special- 
ized cleaning, disinfecting, and deodor- 
izing materials in connection with indus- 
trial housekeeping plant sanitation pro- 
grams are discussed in an illustrated 12- 
page booklet released by Oakite Prod- 
ucts, Inc., 120 Thames St., New York 6, 
N. Y. The booklet covers two specific 
materials that are said to perform the 
cleaning, disinfecting, and deodorizing 
functions easily, efficiently, and econom- 
ically; namely, Oakite Di-Sanite, which 
is claimed to combine a thorough all-pur- 
pose cleaning action with effective de- 
odorizing ability, and Oakite Tri-Sanite, 
a three-fold sanitizing agent containing 
germicidal and fungistatic properties in 
addition to odor-killing and light deter- 
gent characteristics. The booklet lists 
many diversified applications of these 
materials in various types of industrial 
plants and provides working directions, 
recommended concentrations, and so on. 
Copy free upon request. 








A Strippable Plastic for 
the Protection of Metals 


Striplastic is a protective plastic 
applied by spraying, dipping or 
rolling. it is used on stainless steels, 
high polished metal sheets, sheets 
in cold working or drawing, tools, 
dies and parts, and on sheets or 
metal parts before packaging. It 
protects against scratching and 
abrasion, and against rust. 


THE 


ANS 














Among many advantages, it is non- 
toxic, possesses great tensile 
strength and is easily stripped off 
in one piece. Write for complete 
information on this new strippable 
plastic. 


COMPANY 
10828 QUEBEC AVE. 
CLEVELAND 6, OHIO 
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body of the Conn alto saxophone 
sted prior to receiving a heavy 
. The inside of the bell, the trade. 


the keys are hand burnished. 
artesy C. G. Conn, Ltd., Elkhart, Ind.) 


neral exterior surfaces - of the 
Willys-Overland Jeep Station Wa- 
gon Sedan are finished in Pine Green 
Metallic or Tunissian Red synthetic 
enamel. A contrasting woven cane 
decalcomania is used on recessed 
gor, side, and tailgate panels. Hub 
bs, bumpers, and trim are chrome 


ed. 


bto courtesy Willys-Overland Motors, 
Inc., Toledo, Ohio) 
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Aluminum frame parts of the offi 
illustrated are first polished and t+ 


to produce a satin, anodized 


(Photo courtesy The General Firep 
oungstown, Ohio) 


Featuring a hinged cover, com- 
pletely enclosed cabinet, doo 
tender, two-speed roll, and finger 
tip control in addition to knee 
controls, the deluxe model auto 
matic home ironer shown in the 
accompanying illustration is fin- <_ 
ished in gleaming white Dulux —— 
enamel which provides for easy ¢ 
maintenance together with pleas- 

ing appearance. The shoe is of 

cast iron to afford maximum heat 
distribution and retention. 


(Photo courtesy Bendix Home Appliances, 
Inc., South Bend 24, Ind.) 





Executive Vice President Com- 
pletes 45 Years with E. F. 
Houghton & Co. 


George W. Pressell, executive vice 
president of E. F. Houghton & Co., Phila- 
delphia, celebrated 45 years with that or- 
ganization in June. During his 45 years 
with Houghton, he worked up through 
such positions as personal office boy to 
the president, a variety of office jobs, 
chief chemist, general sales manager, di- 
rector of sales, secretary, vice president, 
and executive vice president. 

In 1912 Mr. Pressell developed the first 
sulphurized cutting base, and was issued 
his first patent. Since that time E. F. 
Houghton & Company has been a nation- 
al leader in manufacturing this type of 
product, as well as other industrial oils, 
chemicals, and leathers. 





L’Hommedieu Celebrates 50th 


Anniversary 


The Chas. F. L’Hommedieu & Sons 
Co., 4521 Ogden Ave., Chicago, Ill., man- 
ufacturer of plating and polishing ma- 
chinery, is currently celebrating its 50th 
anniversary. In approximately May 1898 
the founder of the corporation, Charles 
F. L’Hommedieu, opened a store at 34 
North Canal Street near Lake Street with 
a few platers’ and polishers’ supplies. 
Shortly afterward he was joined by his 
daughter and two sons and in 1906 a cor- 
poration was formed with Charles F. 
L’Hommedieu, president, Charles Edward, 
treasurer, Arthur W., secretary, and 
Alice Margaret, director. 

Charles F. L’Hommedieu was born in 
West Stockbridge, Massachusetts, on 
June 28, 1844 and died in Los Angeles on 
March 19, 1937. Mr. L’Hommedieu en- 
tered the employ of the Meriden Brit- 
annia Company when a young man and 
worked in the packing department. (This 
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company is now the International Silver 
Company.) Later he entered the plating 
department where he learned the art of 
silver plating. Mr. L’Hommedieu worked 
as a plater in the cities of Boston, Phila- 
delphia, Rockford, and Chicago before 
establishing his business. 





Glidden Announces Technical 


Service 


The Glidden Company is offering a 
new, refined technical service to its pres- 
ent and potential customers for indus- 
trial organic finishes, according to W. R. 
McKenney, industrial sales promotion 
manager. 

“All industrial finishing problems are 
handled by a technical service depart- 
ment under the direction of a technical 
service director qualified by education 
and experience to act in that capacity. 
Every facility, including expertly trained 
specialists in all allied fields and com- 
plete mechanical and chemical equip- 
ment, is placed at his disposal to carry 
each problem to a successful conclusion. 

The first step is to survey the custom- 
er’s individual coating needs and produc- 
tion facilities. The technical service di- 
rector then interprets the problem to his 
research, formulation, and finishing proc- 
ess specialists, drawing upon their 
knowledge and experience as well as 
from a tremendous fund of carefully ac- 
cumulated data on plant layouts, meth- 
ods, processes, and coatings. If requested 
to do so, he confers with those who sup- 
ply the customer’s surface pretreatments, 
and application and drying equipment, 
and plans for the coordination of pro- 
duction methods. 

With all available facts at his disposal, 
the technical service director supervises 
and coordinates the individual efforts of 
his own research, formulation, process, 
and engineering specialists in their work 
of solving the customer’s problem by de- 
veloping a coating to do a particular job 
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in a particular way at minimum cost. He 
directs the pretesting of the selected 


coating under conditions duplicating 
those under which it will be used in pro- 
duction and, if requested, he also directs 
the production run in the cusitomer’s 
plant. In addition, he prepares specifica- 
tions of the coating and for its correct 
usage to blueprint subsequent production 
procedures. 

This type of refined technical service 
was developed at Glidden’s Nubian In- 
dustrial Division in Chicago. Under the 
























For Electroplating 
Anodizing ? 
Electrocleaning © 


Electropolishing | 








COLUMBIA ELECTRIC 
4535 HAMILTON AVE. 
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(Left to right) Charles M. 
Dunn, Jr., Wertman, 
C. O. Hutchinson 


direction of C. O. Hut- 
chinson, its technical 
service director, it has 
been perfected to its pres- 
sent high state of effi- 
ciency. Mr. Hutchinson, 
an Ordnance captain 
during the war, was in 
charge of protective coat- 
ings for ammunition. He 
is the author of many 
specifications for paints, 
varnishes, lacquers, metal preparations, 
and related products. He is a member of 
the American Chemical Society, Ameri- 
can Society of Corrosion Engineers, and 
a registered professional engineer in the 
State of Illinois. 

His staff of highly trained finishing 
experts, besides acting as the clearing 
house for all industrial organic finishing 
information, has achieved great success 
in helping customers obtain the proper 
finishing layouts, proper finishing meth- 
ods, and proper finishing material in 


There’s a Columbia M-G Set | 
available for your needs, 
whether you have a small plat- 
ing bath or a large continuous 
strip plating line. Capacities up 
to 20,000 Amperes; 6 Volts and 
up. Dependable, performance 
proved, for many years, Your 
inquiries solicited. 


a can ee 


Catalog PF-700 
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WHAT'S 


your problem 
IN FINISHING ZINC, | 
> CADMIUM... | 


EYE-APPEAL? 


} PaUR at cele al, ick 
BASE FOR PAINT? 


Whatever your problem in finishing 
zine or cadmium, there’s an Iridite* 
to do the job. Iridite, a quick-dip, 
chemical treatment, offers you these 
three advantages: 


1. EYE APPEALING FINISH... 


On plated parts Iridite forms a long 
lasting, sparkling bright finish that 
stays bright, even after handling, stor- 
age, exposure. On all surfaces, Iridite 
can be used to produce a variety of 
colored finishes. 


2. RUSTPROOFING... 
Resistant to the attack of water, gaso- 
line, and ordinary corrosive conditions, 
Iridite provides the ideal final finish 
for all zinc and cadmium surfaces. 


3. BASE FOR PAINT... 
On any zinc or cadmium surface that 
must be painted, Iridite insures a better 
finishing system because the coating 
improves initial paint adherence, blocks 
corrosion under paint, blocks metallic 
soap formation between paint and metal. 
Tell us the type of finish you need 
for zine or cadmium — let us tell 
you how Iridite can help. For infor- 
mation and samples, write to: 
ALLIED RESEARCH PRODUCTS, INC. 


301 Chemical Building 
4004 E. MONUMENT ST. @ BALTIMORE 5, MD. 


Manufacturers of 








DISTRIBUTORS IN PRINCIPAL INDUSTRIAL AREAS 


"REG. U.S. PAT. OFF. 
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order to produce the best quality of fin. 
ished products at minimum cost in such 
fields as household appliances, electrica), 
furniture, automotive, and others. 

Because of the impressive accomplish- 
ments by Glidden’s Nubian Division, sim. 
ilar departments have been established 
with equally competent staffs of trained 
chemical engineers, chemists, and prac. 
tical finishers in Glidden’s Industria] 
Divisions in Cleveland, Reading, Penn- 
sylvania and San Francisco. The tech- 
nical service director at Reading is 
Howard P. Wertman; in Cleveland, 
Charles M. Dunn; and in San Francisco, 
R. R. Abernathy. These executives ex- 
change records of accumulated knowl- 
edge and experience among themselves 
in their various localities and make them 
available to all of Glidden’s Industrial 
Divisions located throughout the country 
and in Canada. 





Houghton Builds New Plant 


Under the direction of E. H. MacInnis, 
vice president and director of sales, E. 
F. Hougton & Company of Canada, Lim- 
ited, manufacturer of industrial oils, 
chemicals, and leathers, recently began 
operations in a new plant located at 1 
Symes Road in Northwest Toronto. The 
plant property covers 2% acres of ground 
and is geographically situated so as to 
take full advantage of both rail and mo- 
tor shipping facilities. Among the prod- 
ucts to be manufactured at the new plant 
are surface active agents, industrial lu- 
bricants, heat treating salts, drawing 


compounds, cutting and quenching oils, ' 


carburizers, and so on. 





New Du Pont Laboratory 


A new Du Pont laboratory devoted to 
research and development work in the 
field of coated fabrics and allied prod- 
ucts has been opened at Newburgh, New 
York. The three-story building is of rein- 
forced concrete and brick and contains 
the most modern equipment for the de- 
velopment and testing of coated fabrics 
and sheetings under all sorts of condi- 
tions. 

The laboratory is under the direction 
of R. E. Thomas and is part of the Chem- 
ical Division of the Fabrics and Finishes 
Department. Mr. Thomas is a graduate 
of Cornell University and has been en- 
gaged in chemical research on finishes, 
coated fabrics, and allied products for 
Du Pont since 1922. 
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Ditzler Promotes E. G. Knox 


William T. Utley, divisional director of 
the Ditzler Color Division of Pittsburgh 
Plate Glass Company, Detroit, announces 
the appointment of E. G. Knox as one of 
two assistant sales managers under Wil- 
liam H. Hogben, industrial sales man- 
ager. Mr. Knox has been with the Ditzler 
Division for over 14 years, four years of 
which were spent in the synthetic enamel 
research laboratory, three years in dis- 
tributor sales, three years in plastic sales, 
and four years in industrial sales. 





N E. Dabolt Retires from Atlas 


After 29 years of active service, New- 
ton E. Dabolt has retired from the Atlas 
Powder Company as sales manager of 
industrial finishes for the New York City 
office. He first came with the company in 
1914 as a lacquer salesman in the metro- 
politan area, after being with the General 
Electric Co., Pittsfield, Massachusetts. 

Mr. Dabolt is a graduate of Syracuse 
University, where he received his B.S. in 
chemistry. 





Philadelphia Quartz to Move 
General Offices 


Philadelphia Quartz Company, manu- 
facturer of silicates of soda, has an- 
nounced the removal of its general offices 
from 121 South Third Street, Philadel- 
phia, where they have been located for 
almost a half century. On August 2, 1948, 
the offices will be in the Public Ledger 
Building, Independence Square, Philadel- 
phia. The company is to occupy the office 
space on the eleventh floor. 

This month also marks the completing 
of 117 years of business for the Quartz 
Company. It was started by Joseph Elk- 
inton as a soap and candle manufactory 
in Philadelphia on July 21, 1831. Early 
in the 60’s, the Elkintons produced sili- 
cate of soda for their own soaps, and 
soon after for other soap manufacturers. 

The Philadelphia Quartz Company 
name was first used in 1864 when a new 
plant was built for producing silicate of 
soda. Soap and silicates continued to be 
manufactured until 1904, when silicates 
became the exclusive products of the 
company. From the original use in soap 
making, the company’s research has ex- 
tended the list of uses to a large number 
of industries. 





all type metals. 


Used cold—Non toxic. 


1059 EAST 76TH STREET 





Industry's 3 Newest 


COLD STRIPPERS 


Fast! Economical ! 


“UNISOL”—For removing all baked enamels! Used cold — Non-inflammable — 
Non toxic — Strips baked enamels in seconds — Used for all type metals 
— Requires no rinse — Non injurious to hands or clothing. 

“UNISOL No. 2”—A new cold stripper for japans and vinyls—Non inflam- 
mable—Strips tough japans and vinyls in matter of minutes—Used for 


“STRIPPER 202’"—Something new for removing “stop-off” lacquers in seconds— 
Will not tarnish highly polished metal surfaces—Non inflammable-— 


Samples and further information 
supplied on request. 


CHEMCO PRODUCTS CO., Inc. 


Safe! New! 


CHICAGO 19, ILLINOIS 
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Egyptian Lacquer Augments 
Field Sales Force 


Philip Beach, assistant director of 
sales for The Egyptian Lacquer Manu- 
facturing Co., Newark, N. J., has an- 
nounced the appointment of John L. 
Mand as a sales representative in the 
Eastern New York and Vermont areas. 

Further revisions include the addition 
of John B. Bricker to the sales staff in 
the Chicago district and the appointment 
of Jack Malool as special sales repre- 
sentative in Metropolitan New York. 





Heads Link-Belt Office in 
Wilkes-Barre 


The Link-Belt Co., 307 N. Michigan 
Ave., Chicago 1, IIl., announces the ap- 
poinhtment of Crozier S. Wileman as dis- 
trict sales manager at Wilkes-Barre, 
Pennsylvania, to succeed A. C. Williams, 
who has retired after 43 years of service. 
Mr. Wileman entered the employ of the 
Link-Belt Philadelphia plant in October 
1924 in the capacity of tracer and de- 
tailer in the engineering department. He 
was transferred to the engineering 


RESTORE PAINT 


IN 2 MINUTES 


PER GALLON WITH 


‘MIRACLE 
BLUE - BOY 


5 GALLON 


PAINT REJUVENATOR 


Paints, lacquers and enam- 
el products can be restored 
to their original consistency 
without opening the can. 
Units available to handle 
from 4 pint to 50 
gallon drums. Imme- 
diate delivery. 
Originators of 
paint rejuvenating 
equipment---sixteen 
years—thousands of 
satisfied users. 


Write for 
folder & prices 


MIRACLE PAINT REJUVENATOR CO. 
128 E. 10th Street St. Paul 1, Minn. 
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standards division in 1926, and to sewage 
treatment plant engineering in 1928. 

Promotion to the sales department 
came in July 1931, when Mr. Wileman 
moved to Chicago as district sales engi- 
neer specializing in the application of 
sewage and water treatment plant equip- 
ment in the central division territory. He 
was transferred to the company’s Cleve- 
land office in 1939 to serve as district 
sales engineer for all Link-Belt products, 
and to the Philadelphia district sales 
office in 1945 in a similar capacity. Mr. 
Wileman will be assisted by Alton H. 
Ziegler, who also has recently been trans- 
ferred from the Philadelphia district 
sales office. 





Dravo Distributor Announced 


Wilson C. Blake Co., 190 Beacon §&t., 
Hartford, Conn., has been appointed dis- 
tributor of Dravo ‘‘Counterflo’’ Heaters 
in Connecticut and Western Massachu- 
setts by the Dravo Corp., Pittsburgh, Pa. 
The Blake Company has been active in 
the engineering and sales of heating and 
power plant equipment for 24 years. 

The Dravo heaters, fired by gas, oil, or 
coal, are used for comfort heating, sum- 
mer ventilating, process heating and dry- 
ing, and tempered make-up air, and 
find application in all types of industrial 
and commercial structures. 





Third National Instrument 
Conference and Exhibit 


The 1948 American Instrument Fair is 
the designation of the exhibit to be held 
in connection with the Third National 
Instrument Conference scheduled for 
Convention Hall, Philadelphia, Pennsyl- 
vania, September 13 through 17. Spon- 
sored by the Instrument Society of 
America, the conference will include 
many educational features of interest to 
engineers and instrument men in general. 

A complete technical program involv- 
ing subjects of general interest has been 
arranged. In addition, Dr. E. D. Wilson, 
head of the Chemical Engineering De- 
partment, Worcester Polytechnical In- 
stitute, and chairman of the I.S.A. Edu- 
cation Committee, will direct the pres- 
entation of short refresher courses on 
Electrical Measurements and Industrial 
Instruments. Business meeting of the In- 
strument Society of America, roundtable 
conferences, an A.S.M.E. luncheon, and 
an annual banquet will be included in 
the program. 
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Third Annual Meeting Held 
by N.A.M.F. 


The National Association of Metal Fin- 
ishers, with headauarters in Detroit, 
Michigan, held its third annual meeting 
in Atlantic City, New Jersey, on June 27, 
in conjunction with the 35th annual con- 
vention of the American Electroplaters’ 
Society. The association is composed of 
individual job platers throughout the 
country and is also a federation of local 
and regional associations from Boston, 
Chicago, Detroit, Kansas City, Los An- 
geles, New York, San Antonio, and St. 
Louis. 

Officers elected for the coming year 
were: president, Paul Henning, Detroit 
Plating Industries, Detroit, Mich.; Ist 
vice president, R. A. Campisi, Industrial 
Enameling Corp., Boston, Mass.; 2nd 
vice president, H. E. Coombes, Crown 
City Plating Co., Pasadena, Calif.; 3rd 
vice president, D. J. Griffin, Birmingham 
Plating Works, Birmingham, Ala.; 
treasurer, W. O. Zinn, National Plating 
Co., Chicago, Ill.; and executive secre- 
tary, Raymond M. Shock, Detroit. 

Accomplishments of the past year were 
reviewed which included the following: (1) 
reduction of permissable exports of 
chromic acid so that more of it was 
available to the job platers throughout 
the country; (2) publication of a metal 
finishing manual with technical and 
financial data to aid the job plater in his 
business; and (3) publication of the first 
national directory of job platers and fin- 
ishers which cross-indexes geographic- 
ally every type of plating and finishing 
service rendered by its members. Accord- 
ing to Raymond M. Shock, executive sec- 
retary, plans for the coming year include 
continued work to relieve scarce items re- 
quired by the job platers and the increase 
of membership by formation of addi- 
tional local associations and through in- 
dividual memberships where no local as- 
sociations exist. 


Abraham A. Shimer Passes 


Abraham A. Shimer, retired engineer 
of the Hercules Powder Company, died 
July 10 in Graduate Hospital, Philadel- 
phia, Pa. Mr. Shimer, who lived in Wil- 
mington, Delaware, was born in Milton, 
Pennsylvania. Following his graduation 
from Lehigh University in 1899, he work- 
ed with the Penn Steel Company as su- 





perintendent of construction and later 


with the New Jersey Zinc Company as 
chief engineer at the home office. 
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FOR THOROUGH METAL CLEANING - 
The D’OILER Vapor Spray machine, illus- 


trated above, can be used as a vapor- 
spray, or a straight vapor degreasing unit, 
Drain table recaptures dragout from bas- 
keted parts . . . all-around insulation 
reduces heat losses . . . exhaus? duct on 
two sides safeguards operator . . . pump 
drive for standby solvent eliminates hand 
pouring. 


Every D'OILER type is built to do a spe- 
cific job . is designed with the ‘‘on- 
the-job experience’’ necessary to provide 
a degreaser that does the work, in the 
required volume, economically. 


Our engineers will gladly advise on de- 
greasing problems; your inquiries will re- 
ceive prompt attention. Write today. 


PRODUCTS FINISHING 





109 














MGC Magnet Generator 


A gasoline engine driven generator to 
supply power for handling scrap or pig 
iron in conjunction with a magnet crane 
has been announced by the Motor Gen- 
erator Corp., Troy, Ohio. The magnet 
generator is available in six sizes, rang- 
ing from 5 to 25 kw., and is compact, 
light in weight, and designed for easy in- 
stallation in a crane operator’s cab. 

Power is furnished by a commercial 
automotive-type gasoline engine. A 
Diesel engine is also available if ordered 
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specifically. The unit is connected direct- 
ly to and on a common structural steel 
base, and is designed to be drip-proof and 
self-ventilated. 

All models are furnished complete with 
six-volt battery ignition, push-button 
starter, radiator, and fuel tank, fully as- 
sembled and ready for service. 





Unichrome Tape 705 


A rack coating 
material designat- 
ed as Unichrome 
Tape 705, product 
of United Chrom- 
ium, Ine., 51 E. 
42nd St., New York 
17, N. Y¥., may be 
used to_ insulate 
racks, repair dam- 
aged frack _  coat- 
ings, provide a 
chemical resistant 
coating, and fur- 
nish a stop-off 
coating for selec- 
tive plating. 

According to the 
manufactur: 
er, Unichrome 
Tape 70 is a 
vinyl-base mate- 
rial. The tape may 
be applied to racks 
or process items by 
wrapping in the 


MGC Magnet 
Generator 
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usual manner. If a continuous coating 
is desired, the tape may be sealed by 
heating for 15 minutes at a temperature 
of 275 to 300 deg. Fahrenheit. 





Capitol Model B High Speed 
Spray-Bake Conveyor Machine 


The need for a standard machine for 
finishing relatively small parts in large 
quantities furnished the background for 
the development of its Model B High 
Speed Spray-Bake Conveyor Machine by 
the Capitol Machine Co., 36 Balmforth 
Ave., Danbury, Connecticut. 

Designed to spray clear or colored or- 
ganic finishing material automatically 
on small parts up to 3 inches in diam- 
eter and 5 inches high, the machine may 
be served by one operator who merely 
loads and unloads the work holders. 
Work is processed on spindles mounted 
on a variable-speed, chain-type track. 
Provision is made for rotating spindles 
and work holders as they pass through 
the spray booth. After spraying, the 
parts pass through a circulated-air dry- 
ing chamber and finally through two in- 
sulated baking ovens in which the proper 
baking temperature may be established 


and thermostatically controlled. A cool- 
ing chamber completes the cycle of this 
endless-belt machine. 

Flexibility for job change has been 
provided by the manufacturer in three 
ways. The track speed is variable; the 
rotation of the work holders may be ad- 
justed; oven temperature may be main- 
tained at any desired temperature be- 
tween 100 and 600 deg. Fahrenheit. 





Strip-Kwik Paint Remover 

Designated as Strip-Kwik, a non-flam- 
mable paint remover has been announced 
by Leon Finch, Ltd., 728 E. 59th St., Los 
Angeles, California. 

The manufacturer states that on-the- 
job tests indicate that stubborn films of 
baked enamel, varnish, synthetic enam- 
els and paints can be removed quickly 
and thoroughly. Chemical neutralization 
is said to be unnecessary when this re- 
mover is used. Metal surfaces from which 
the finish has been stripped away may be 
refinished immediately after rag-wiping, 
steam or hot water flushing. 

The remover will not affect aluminum, 
copper, iron, brass, and their alloys dur- 
ing the removal period, it is claimed. 
When used as directed, health hazards 
will be minimized. 


Capitol Model B High Speed Spray-Bake Conveyor Machine 
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Niehaus Dust Separator 

Product of the Industrial Electroplat- 
ing Co., Inc., Indianapolis, Ind., the Nie- 
Separator 


haus Dust illustrated here- 





Niehaus Dust Separator 


with employs wet methods to remove 
from the air the dust and foreign par- 
ticles that result from polishing, buffing, 
and grinding operations. 

The unit is designed to mix finely di- 
vided particles of water with dust-laden 
air and, by centrifugal action, wash out 
the entrained foreign material. Clean air 
is discharged from the top of the ma- 
chine into the shop, eliminating heat loss. 
The unit contains its own blower and 
water recirculating systems. Refuse is 
collected in a portable tank beneath the 
unit, making for easy disposal. 


The Niehaus Dust Separator contains no 
filters or bags, and the wet methods em- 
ployed eliminate fire hazards, it is claim- 
ed. The unit is designed to provide a 2- 
inch static pressure for exhausting four 
regular size buffing or polishing wheels 
up to 16 inches in diameter. Where con- 
ditions require, the unit supplies 4-inch 
negative pressure for three wheels, and 
a maximum of 6 inches of pressure is 
available for exhausting two wheels. 

The unit is delivered complete with mo- 
tor, pump, and motor controls, and is de- 
signed to be placed alongside the ma- 
chines being exhausted. 





“Lustralloy” Nickel Plating 


Process 


“‘Lustralloy,’”’ a plating process which 
is designed to permit uniform nickel plat- 
ing to be obtained without the use of 
electric current, has been made available 
by the Lustralloy Sales Corp., 10 E. 52nd 
St., New York 22, N. Y. Said to leave a 
bright high quality finish that is tarnish 
and corrosion-proof, the process may be 
applied to any base metal with excellent 
bond, it is claimed. 

The Lustralloy Nickel Plating Proc- 
ess, it is stated, can be successfully em- 
ployed on products where sharp corners 
must be plated without excess build-up 
or ‘‘beading’’ and where it is necessary 
to surface inner tubing walls with an in- 
side diameter of 0.20 inch. Through the 
use of heat treatment which is at rela- 
tively low temperature and harmless to 
the Lustralloy finish or most base metals, 
Lustralloy may be hardened to 
as high as VPN 900 with unusual duct- 
ility. Hardness at this level is said to 
equal that of most hard chromium plate, 
and the wear resistance of Lustralloy is 
claimed to have been found equally com- 
parable. This treatment also provides for 
inter-diffusion of Lustralloy with the base 
metal to form an indestructable bond 
and, at the same time, shows any poorly 
bonded areas, by the formation of blis- 
ters, as a positive means for inspection, 
it is claimed. 





KEYSTONE EMERY MILLS 





For a real good polishing job use 


Keystone TURKISH Emery 
FRESH SUPPLY AVAILABLE 
Write for Sample 


4316 Paul St., Phila., Pa. 
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General Purpose Hand Truck 
A lightweight, rugged general purpose 
hand truck is now available from Gen- 
eral Scientific Equipment Co., 27th & 
Huntingdon Sts., simanete sma 32, Penn- 
sylvania. 





General Purpose Hand Truck 


According to the manufacturer, out- 
standing features of this hand truck are 
the two chime hooks. which are adjust- 
able, used to lock barrels and kegs of 
different heights securely in position. 
The truck is well balanced so that most 
of the load is carried on the wheels, a 
factor favoring operating ease. 

The truck is regularly furnished with 
hollow-center, puncture-proof cushion 
tires with lug base and Durex self-lubri- 
cating bearings. Where acid and oil re- 
sistant wheels are needed, the truck can 
be furnished with aluminum wheels. 





Turco Transpo 


Turco Transpo, a _non-inflammable, 
non-corrosive, fast acting, long-lived cold 
tank material for the removal of carbon, 
sludge, grease and paint, is now being 
offered by Turco Products, Inc., 6135 S. 
Central Ave., Los Angeles 1, California. 

Free rising, Turco Transpo is a two- 
layer material comprised of a floating 
chemical seal and a lower layer of po- 
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INDUSTRIAL 
LUBRICANTS 
COMPANY 


5712 TWELFTH STREET 
DETROIT 8, MICHIGAN 
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tent cleaning agents. Designed to provide 
peak efficiency at room temperature, 
there is said to be no need for agitation 
or heating to maintain year round satis- 
factory cleaning action. 





**Flash-O-Lens” Magnifier 


Designated as ‘‘Flash-O-Lens,”’ an il- 
luminated magni- 
fier designed as a 
handy portable in- 
strument for all 
types of inspection 
work has been an- 
nounced by E. W. 
Pike & Co., 492 
North Ave., Eliza- 
beth 3, N. J. As 
the name of the 
product implies, 
Flash-O-Lens is de- 
signed to provide 
an illuminated 
magnified field of 
vision which 
makes possible ac- 
curate product in- 





spection. 
““Flash-O-Lens”’ Various models 
Magnifier of the Flash-O- 






LUSTREBRIGHT 


This bright nickel process produces 
brilliant, lustrous, adherent nickel 
deposits that may be chromium 
plated. Merely add LUSTREBRIGHT 
to your present cold or lukewarm 
nickel solution. Work comes from 
me og tanks or mechanical barrels 

tight and shiny. No special solu- 
tion or change in equipment neces- 
sary. Write for information. 


W. C. BRATE COMPANY 
Established 1860 
18 Market Street Albany, New York 
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Lens are available so that many differ. 
ent inspection operations may be per- 
formed with this product. 





Sethco Filter Pump Unit 


Sethco, 105-107 150th St., Jamaica 4, 
N. Y., announces the development of a 
small filter pump unit especially adapted 
for either periodic or continuous filtra- 
tion. The unit is constructed of stainless 
steel throughout and is said to be suit- 
able for filtering all of the common plat- 
ing baths. Since only a small volume of 
liquid is contained in the filter, all of 
which is recoverable, the unit is claimed 
to have definite advantages for use with 
precious metal baths. 

According to the manufacturer, the 
Sethco Filter Pump Unit is extremely 
simple and economical to operate. Only 
three minutes are said to be required to 
set up the unit, and 20,000 to 40,000 gal- 
lons of solution can be filtered through 








Sethco Filter Pump Unit 


each filter tube before it requires chang- 
ing, the manufacturer states. The unit 
is supplied complete with a motor, pump, 
and filter mounted on a laminated plas- 
tic panel. The 110-volt motor is designed 
for operation on either a.c. or d.c., and 
the entire unit weighs 30 lb., thereby 
providing for easy portability. 

The filter tube is made of special cot- 
ton yarn wound around a stainless steel 
core and is said to require no filter aids 
to remove even collodial particles. The 
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removal of organic matter, grease, and 
oil from solutions is claimed to be a sim- 
ple, clean, and efficient procedure. A 
maximum filtration rate of 100 gallons 
er hour is recommended for maximum 
efficiency, although filtration rates as 
high as 250 gallons per hour are possible. 
The filtration rates can be adjusted to 
any desired flow between 0 and 250 gal- 
lons per hour by a simple twist of a stain- 
less steel valve. 





“Prep-N-cote” Phosphatizing 
Method 


Known as ‘Prep-N-cote,’’ a method 
designed for the cleaning, preparing, and 
phosphatizing of ferrous metal surfaces 
and aluminum alloy surfaces to provide 
for maximum paint durability is an- 
nounced by the Neilson Chemical Co., 
6561 Benson St., Detroit 7, Mich. Said to 
show excellent results under humidity 
and salt spray fog tests, the process is 
likewise claimed to show excellent re- 
sults for paint durability under impact 
or mandrel tests. 

In using Prep-N-cote, the process may 
be varied to meet the manufacturer’s re- 





quirements and equipment which he has 
available. The process may be adapted to 
the simplest two-stage spray washer or 
may be expanded to utilize spray wash- 
ing machine installations consisting of 3, 
4, 5, or 6 stages of processing. Regardless 
of the number of stages of the washing 

* machine installation, Prep-N-cote is said 
to require the use of only mild steel 
equipment throughout. 

The phosphate coating provided by the 
Prep-N-cote phosphatizing method is 
claimed to offer unusual protection 
against rusting and corrosion, provide 
for efficient cleaning of oils and greases 
from the metal surfaces, and result in 
highly satisfactory paint adhesion and 
paint durability. In addition, the process, 
it is claimed, does not require absolutely 
rigid control of the individual stages of 
operation and the methods of testing or 
checking the operating solutions are sim- 
ple and can be readily learned. 





Highflex Air Hose 


A new Highflex air hose for small tools 
which weighs less and is said to be 
stronger than the ordinary hose used in 








FASTER REFINISHING WITH 


ELECTRO COLD STRIPPER 


» No more long waits while slow-acting paint removers do their work 
like a team of lumbering oxen. Simply dip the article into Electro Cold 
Stripper and—Presto!—you can see the old finish literally “pop off’ 
before your eyes. Wash with a pressure stream of water or wipe well 
with rag and REFINISH IMMEDIATEL*®, No fuss, no waiting, no bother. 


» Used cold. Non-inflammable. Non-injurious to hands or metal when 
used as directed. 


» Removes paints, enamels, synthetics, lacquers and wrinkles in min- 
utes—not hours. Especially effective on hard-to-remove baked-type fin- 
ishes. Will’not harm even precision finished aluminum, copper, brass, 
magnesium, zinc, steel, cast iron or their alloys in time required for 
removal of paint film. 


Write for sample and quotations—or order 5 gallons at drum price. 


ALLIED FINISHING SPECIALTIES CO. 


W. GRAND AVE. CHICAGO 12, ILL. 
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this service has been announced by The 
B. F.. Goodrich Co., Akron, Ohio. 

Among advantages cited for the new 
product by the manufacturer are that it 
provides for easier handling, the decrease 
in weight making the tool line easier to 
move; and it can be more efficiently used 
in close quarters. 

Attractively finished in a red cover that 
resists snagging, the new hose is not 
affected by lubricating oil, will not swell 
to cut air pressure volume, and will not 
decompose and cause an air tool to jam or 
choke with rubber particles, it is claimed. 

The hose braid is scientifically designed 
for strength at the angle of maximum 
stress and the tube and braid for mini- 
mum expansion under pressure. The hose 
may be used up to 250 p.s.i. pressure. 





Model No. A-10 Vari-Plater 


Known as the Model No. A-10, a ver- 
satile selenium rectifier Vari-Plater for 
plating gold, silver, chromium, nickel, 
copper, cadmium, and so on, has been an- 
nounced by the Lewis Electrical Manu- 
facturing Co., 1943 Walton Ave., New 
York 538, N. Y. The Model No. A-10 is a 
complete packaged electroplating unit, 





GOLD PLATING SOLUTIONS 
In All Colors 
Guaranteed 100% Pure Gold Content 
Troy Weight Color Constant 
Tarnish Resistant 


Proven Quality by the Acid Test 


Write or call our experts about your 
plating problems 


Davis-K-Products Co. 


54 West 22nd St., New York 10, N. Y. 
Oregon 4-4108 
4-4109 














ALAKA Lacquers 
QwWi K-BAKE Synthetics 
ALA KATON E Hammered Silver 


SY N = LA K Air-dried Synthetics 
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requiring a minimum of space and oper. 

ating immediately upon installation. 
Features claimed for the No. A-1 

Vari-Plater are: variable d.c. voltage 





Model No. A-10 Vari-Plater 


(from zero to maximum); versatility 
(works in tandem—several units can be 
combined to raise voltage or amperage); 
instantaneous d.c. power (110-volt ac. 
power, no warm-up period required) ; and 
sturdy construction with standard re 
placeable parts. 





Johnson’s Rust Inhibiting Wax 
No. 1568 


A water-emulsion wax that is now 
being successfully used as a rust-inhibit- 
ing coating for metals has been devel- 
oped by S. C. Johnson & Son, Inc., Ra- 
cine, Wis. It is being marketed as John- 
son’s Rust-Inhibiting Wax No. 1568. 

Applied by conventional dipping, 
spraying, wiping, or flow-coating meth- 
ods, this emulsion forms a dry wax coat 
on the metal part that checks corrosion. 
The manufacturer claims that it is non- 
flammable and non-toxic. The coverage 
is between 2,500 and 3,000 square feet per 
gallon. It can be readily removed by de- 
greasing if desired. 

Johnson’s 1568 Wax is now being used 
as a corrosion inhibitor on black-oxidized, 
phosphated, or untreated metal sur- 
faces. It is also being used on painted 
and plated parts as a safeguard against 
scarring and chipping. 
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Nedco Model R.O. Sanding 
Machine 


Identified as the Model R.O., a portable 
electric sanding machine of the orbital 
type with 55,000 oscillations per minute 


7 





Nedco Model R.O. Sanding Machine 


and having a counterbalance to offset vi- 
brations has been placed on the market 
by The Nedco Co., 87 Rumford Ave., 
Waltham 54, Mass. The sander, which 
weighs 7 lb., has an aluminum motor 
and gear case and utilizes one-third sheet 
of standard 9 x 11-inch sandpaper. One 
or several thicknesses of sandpaper can 
be used at one time. The pad is detach- 
able from the machine, thus facilitating 
changing of pads or the use of different 
types of pads. 

The air for cooling the motor is drawn 
in at the top of the vertical motor and ex- 
hausted at the bottom. Inspection plates 
are provided over the brush holders so as 
to facilitate inspection or cleaning of the 
brushes. Sealed ball bearings are used 
throughout the tool, and all gears are 
of the spiral tooth type and heat treated. 
The motor is a universal type, operating 
on either a.c. or d.c. at 110 or 220 volts. 





Corodex Coil Clean 


An easy-to-use liquid designated as 
Corodex Coil Clean and formulated to dis- 
solve lime scale in hot water coil-equip- 
ped apparatus, hot water tanks, or auto- 
matic heaters has been developed by the 
Allied Products Co., Dept. C-67, 1133 New- 
port Ave., Chicago 13, Illinois. 

It is claimed that Corodex Coil Clean 
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lime and 
mineral deposits from copper, brass, 
bronze, iron, steel, or stainless steel coils. 
Hot water and steam coils, steam tables, 
tanks, refrigerator drains, unit coolers, 
condenser coils, compressor jackets, 
spray heads, and other processing equip- 
ment can be cleaned without injury to 
the coil or other parts, it is said. The 
manufacturer explains that even a com- 
pletely lime-blocked passage can be 
opened with Corodex Coil Clean without 
removing the coil from the main installa- 
tion. 

Said to be non-explosive and non-in- 
flammable, Corodex Coil Clean will not 
injure the metal with which it comes in 
contact or the hands of the user. It is 
available in various :sized containers 
from 1 to 55-gallon capacity. 


will completely dissolve all 





Vinsynite Primer 


An easily-applied metal primer that 
has excellent adhesive strength has been 
developed in the laboratories of Thomp- 
son & Co., Oakmont, Pennsylvania. 

Known as Vinsynite Primer, the new 
product can be applied on damp or 
slightly oily surfaces without degreasing 





FREE 


Information 


COPPER STRIPPING 
with 
Ike Keond 
Sulphur Products Co. 


Greensburg 5, Pa. 
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and still cling like a leech to the metal, 
it is claimed: Pre-treatment with etching 
solutions or solvent washes is said to be 
unnecessary. Vinsynite is an air-dry 
coating that can be applied by spray or 
brush so that production processing does 
not have to be done in a fixed position 
or with stationary equipment. It is said 
to be an excellent inhibitor and paint 
base. 





Stainless Steel Electric 


Laboratory Oven 


A new heating, baking, and drying 
oven made of polished stainless steel has 
been announced by the Modern Electric 
Laboratory, 6131 S. Wentworth Ave., 
Chicago 21, Ill. According to the manufac- 
turer, the smaller models are made en- 
tirely of polished stainless steel. A larger 
model has a stainless steel interior, with 
an exterior of pressed steel finished in 
baked-on long wearing enamel. 

Uniform temperature is secured from 
the heavy nichrome element’. which 
covers the entire bottom area. All models 
have a hydraulic electric thermostat. 

The inside dimensions of the oven are 


ALLWOOD 
“Vienna Brand’’ Lime 


Made from Limestone that is identical in chemical 
analysis and geological structure with European 
Imported Lime. Tests show a ‘‘lime cake’ made 
from -Allwood ‘‘Vienna Brand’ Lime equals the 
finish made from imported lime. 


WRITE FOR FULL PARTICULARS 


ALLWOOD LIME COMPANY 


Manitowoc cs Wisconsin 


sentensaee 




















FOR BETTER PLATING AT LOWER COST... 


irs the VARI-PLATER“* 


Versatile, compact, sor 
easy-to-maintain per- 
formance for labora- 
tory and production 
work. Write today for 
information about our 
portable packaged 
industrial rectifiers 
from 8 volts 25 amps. ‘ Hees 
to 8/16 volts, 500/ Model A-10, 110 V, AC 
250 amps. *Reg. Trade Mark 
LEWIS ELECTRICAL MFG. CO. 
1943 Walton Ave., New York 53, N. Y. 
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8 inches high x 8 inches deep x 8 inchy 
wide in the 500-watt size; 12 inches high 
x 12 inches deep x 12 inches wide in th, 
800-watt size; and 14% inches high x 114 








Stainless Steel Electric Laboratory Oven 


inches deep x 19 inches wide in the 1,74 
watt size. Two smaller units operat 
from 110-115 volt a.c. The large unit ca 


‘ be had in 110 volts, a.c., or 220 volts, 1 ph, 


60C, alternating current. 





General Scientific No. 750 


Drum Pump 


Equipped with a positive shutoff valve 
that is said to provide absolute protection 
against evaporation losses, a self-prim- 
ing drum pump for alcohols, paint thin- 
ners, light oils, and other volatile liquids 
is now being marketed by the Genera 
Scientific Equipment Co., 2700 W. Hunt: 
ingdon St., Philadelphia 32, Pa. Desig: 
nated as the No. 750, the pump has 4 
maximum capacity of 15 g.p.m. and in 
cludes no pistons, rings, leathers, or fr 
tating parts to stick or wear, the manu: 
facturer states. 
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The design of the pump includes a spe- 
cial diaphragm which is made of heavy 
cord-fabric vulcanized between syn- 





General Scientific No. 750 Drum Pump 


thetics and which, it is claimed, does not 
dry out, swell up, rust or corrode and is 
unaffected by petroleum products, alco- 
hol, and most other fluids. A handy fill- 
spout facilitates filling of measuring cans 
and containers. All waste is said to be 
prevented by an automatic drain-back 
which is arranged to completely drain 
the hose and pump when the handle is 
lifted. A locking link, located near the 
middle of the handle, can be employed to 
prevent use of the pump by unauthorized 
persons. 





“Enthonite 101” Plastic Plating 
Rack Coating 


Recommended as a coating for tanks, 
workholders, and acid dipping baskets, a 
liquid plastic plating rack coating known 
as ‘“‘Enthonite 101’? has been announced 
by Enthone, Inc., Dept. PF, New Haven, 
Conn. To obtain coatings varying in 
thickness from \ to \ inch, the material 
is applied, by dipping, over a primer coat 
and baked at a temperature of 350 deg. F'. 
or higher for a short period of time. 

No loss is said to be experienced with 
the use of Enthonite 101 since there are 
no solvents to evaporate and all drip- 
pings can be reclaimed and reused. The 
coatings produced are stated to have ex- 
cellent resistance to all types of inor- 
ganic solutions, particularly chromium 
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plating solutions, The surface produced 
is glossy so that solutions do not readily 
wet it and considerable saving in dragout 
of solution is claimed. The coatings pro- 
duced are said to be tough and resilient 
and will not chip even on rough abuse of 
the plating rack. 

The resistance to attack or absorption 
by chromic acid is claimed to be a feature 
of this product. 





Flexi-Mat Sponge Rubber 
Standing Mat 


The Fiexi-Mat Corp., 215 W. Illinois 
St., Chicago 10, Ill., has developed a 
sponge rubber standing mat having a 
firm tile rubber top surface for comfort- 
able footing. 

The mat may becut in sizes to fit the re- 
quirements of the standee worker. Sup- 
plied in processed sheets 36 inches x 30 
feet, for areas where oil conditions pre- 
vail, the mats can be supplied in oil re- 
sistant Maltese Neoprene with deep 
etched design on both sides to minimize 
the possibility of slippage. A standard 
sponge rubber mat is available for use 
in less critical applications. 





THE 
VARNISH PRODUCTS CO. 


MAKERS OF 
CEL-U-LAK Lacquers and 
Enamels 
FORM-A-ROC—alkyd- 
amine enamels 
ALSO 
Bronzing vehicles, adhesives and 
other specialties for the industrial 


finishing of wood, metal, ceramics 
and plastics. 


5206 HARVARD AVENUE 
CLEVELAND, OHIO 
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The Finishing Touch By J. A. Patterson 























‘Spreading it on pretty thick, aren’t you, Wastegate?’’ 
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